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ALUMINUM 


ALLOYS 


You're always sure of fast trouble-free produc- 
tion, less scrap and lower costs when you buy 


from your best source of supply. 


@ All ingot is quality controlled during pro- 
duction to insure uniform quality metal that is 


free from impurities and gas 


ZINC BASE DIE CASTING ALLOYS 


@ Composition is constantly checked to assure 


ingot meets your specifications 


@ All shipments are palletized and shipped 


with a certificate of analysis 


@ Deliveries are promptly made to meet your 


production schedule 


ALUMINUM SMELTING w 


& REFINING Co., Inc. CERTIFIED ALLOYS 


co. 


For more information circle No. 13 on the Reader Service Card 








“ss e unfinished drawing... 
may unhinge mistakes 











with MADISON-KIPP 
zinc and aluminum die castings 


The most successful product designers we know of, are those 
who send us their early sketches for review. 


A die casting die represents the part drawing ‘‘turned inside 


out.’’ Our practiced and practical die designers can do the turning 


mentally to expose any trouble spots in die making and die opera- 
tion. Early design changes may promote substantial economies. They 
almost always advance time schedules 

It is standard procedure for our customers of long standing to 
send us their drawings as soon as there are enough lines to reveal 
the part design. 

Please clip this ad as a reminder to contact us when you have 
die casting requirements. 


MADISON-KIPP CORPORATION 


213 WAUBESA STREET + MADISON 10, WIS., U.S.A. 


e@ Skilled in Die Casting Mechanics @ Experienced in Lubrication Engineering @ Originators of Really High Speed Air Tools 
For more information circle No. 152 on the Reader Service Card 
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the proof of a metal 
is a cast test bar 


the proof of a casting 
is the casting itself 


NEW ARWOOD PROCESS NOW GUARANTEES 
PROPERTIES IN THE CASTINGS THEMSELVES! 


Arwood’s new process produces 
aluminum castings that exceed “Air- 
craft Quality”... Arwood guaran- 
tees 37% greater tensile strength... 
52% greater yield strength... a 
three-fold improvement in elonga- 
tion... based on specimens cut from 
the casting! 

Arwood engineers have perfected an 
entirely new process of investment 
casting —the “Suparcast” process that 


makes it possible for us to guarantee 
mechanical properties that are well 
above “Aircraft Quality”. In critically 
stressed areas these guarantees can be 
raised even higher. 

It’s easy to understand how this new 
process can help designers shuck off 
the historical limitations of aluminum 
investment castings. Now investment 
castings can be made smaller because 
they’re stronger. Now they can be made 
lighter. Designers can work in thick 
sections the new process 


because is 


especially effective in these areas. And 
be structural 
applications because, for the first time, 


parts can designed for 


here is a high-strength aluminum 
investment casting with a measure of 
ductility. 

And here is a practical consideration: 


ings, you can switch over to castings 
made by Arwood’s new “Suparcast” 
process without the need to change 
specifications. 

Write, wire or phone for details. 


ARWOOD PRECISION CASTING CORP. 
323 West 44th Street, New York 36, New York 


A tooling, 
production and finish machining. Sixty-two engineer- 


complete service from design through 


BS 


ing consultants from coast to coast 


arwood 


PLANTS IN BROOKLYN, N.Y.; GROTON, CONN.; TILTON, N. H.; LOS ANGELES & N. HOLLYWOOD, CALIF. 


For more information circle No. 20 on the Reader Service Card 
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COVER STORY 


FEATURE ARTICLES 


FINISHING SECTION 


SPECIAL SECTION 


DEPARTMENTS 


IN THIS ISSUE January 1958: Volume 16 Number 1 





THE SECOND ANNUAL directory of jobbing 
es die casters is presented in this issue. When 
== 


pa this directory first appeared in January 1957 
the acceptance by the purchasing public 
a rm ¥ i: was so overwhelming that an annual di- 
) gy rectory was clearly indicated. This year’s 
> ay directory follows the style set in 1957, but is 
Bems - larger by the inclusion of many companies 
not listed before. The directory starts on 

page 89. 





USING SINTERINGS RAISED PART LIFE 400°> 
By combining materials that ar yn-compatible by ordinary metal- 
lurgical methods, long-life sii ings have cut maintenance costs 


WHAT WILL BE THE FUTURE OF INVESTMENT CASTINGS IN AIRCRAFT? 
An interview with one of the top procurement men at Wright-Pat- 
terson field opens new vistas for investment castings 

HEAT CONTROL IN THE DIE CASTING PROCESS 


The last in a series of temperature control article. Here an authority 
on the die casting process speaks of his industry 


MAKING STRIP METAL FROM METALLIC POWDER 


An old material, made in a new manner. The dream of the metallur- 
gist is coming true — from ore to sheet without a blast furnace 


FOUR GOOD REASONS WHY DIE CASTINGS PAY FOR THEMSELVES 
Where reliability of operation, long life, resistance to atmospheric 
corrosion and low cost are needed, this company uses die castings 


DESIGN TIPS 


Beginning a new series of tips for the designer to help him get the 
most from PMM parts and hold costs down. 


WHEN DESIGNERS AND FOUNDRYMEN WORK TOGETHER, COSTS GO DOWN 
Three parts, several machining operations and a bad assembly 
problem solved by using shell cores. 


PROTOTYPES THAT SHOW CASTING DESIGN FLAWS 
Through the use of models, design flaws are quickly corrected and 
tooling costs drastically reduced 

FIBER METALLURGY — A NEW PROCESS 


To solve difficult filtration and flow control problems, metallurgists 
have come up with an entirely new material and process 





FINISHING CONSUMER GOODS 
The machining and surface finishing of consumer goods can be a 
major cost item. The Hoover Co. has an integrated finishing depart- 
ment that has cut costs to the bone 


DIE CASTINGS CAN BE COLOR FINISHED WITHOUT MACHINING 
By paying attention to as-cast surfaces, location of parting line and 
proper ribbing of the castings, a smooth, attractive, enameled finish 
results. 


JET ABRASIVES EVALUATE ORGANIC COATINGS 
A report on a new method for determining the abrasion resistance 
of organic coatings that was developed by the Bureau of Standards 





SECOND ANNUAL DIRECTORY OF JOBBING DIE CASTERS 
91 Alphabetical listing 
101 Geographical listing 
106 Trade Marks 





12 Casting About 68 New Products 

33. Letters 72 Useful Literature 

58 Data in Ads 117 Industry News 
136 Opportunities 





SUBSCRIPTIONS: PRECISION METAL MOLDING is a controlled circulation magazine. Readers must 
qualify to receive it. Requests for subscription must include al! of the following information, name, job 
title, company, company address, major products preduced at that company address Exceptions: certain 
technical libraries, consultants, associations, etc., may receive subscriptions at the rates shown below. The 
publisher reserves the right to reject any subscription application that does not conform to established 
circulation controls. Subscription rates: U.S. and possessions — $5, one year: $8, two years. Canada — $6 
per year. Foreign — $7 per year. United Kingdom — £3.00 per year, payable in Sterling to London office 
Single copies, when available: } to 10—$1.00 each; 11 to 25—85¢ each; over 25—75¢ each 

Affiliated publications: AERONAUTICAL PURCHASING, APPLIED HYDRAULICS FLOW, INDUSTRY & 
WELDING, MODERN OFFICE PROCEDURES, OCCUPATIONAL HAZARDS and COMMERCIAL REFRIG- 
ERATION AND AIR CONDITIONING. Not responsible for unsolicited editorial materia! 

Published monthly. Accepted as a controlled circulation publication at St. Joseph, Michigan 


Please return Forms 3579 to 812 Huron Rd., Cleveland 15, Ohio 
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WANT TO : 


JANUARY / 


, LOOK INTO 
CUT COSTS ae ee 


ON YOUR MODEL 1502 


momen etal 9 AMERICAN 
Pi igeticllngas DIE CASTINGS: DIE CASTING 


president 


LESTER P. AURBACH MACHINE 


executive vice president 


EDWIN M. JOSEPH 
vice president 


LEE HAAS 


vice. president | FOR ZINC — TIN — LEAD 


— BIGGER—4 Ib. shot capacity. 150 ton locking pressure. 
DAVID W. VEIT 


publishing director | BETTER—20" x 21" platens—solid steel toggles. 


PHILIP R. KALISCHER 


CLIFF MILLER LOWER COST—Much lower than machines of 
SCHOLER BANGS comparable performance. 
western editor 
yelp the song gy Neel @ FASTER—Up to 700 shots per hour. 
seston editor LOWER OPERATING COST—Only 20¢ per hour for 


circulation director gas and electricity. 
R. V. STARKS, mgr 


reader service dept. @ EASY TO BUY—Financing up to 36 months. 

DISTRICT OFFICES 

NEW YORK COMPLETE — SHIPPED READY TO 
LEE HAAS, Mgr OPERATE — NO EXTRAS TO BUY. 


Vv. STEIN, Admin. Ass't 
ARTHUR L. GOEBEL ae 
Eastern Representative ae 
60 E. 42nd St.—Room 835 
New York 17, New York 
Murray Hil! 7-3420 





CLEVELAND 
ROBERT SIMMONS 
812 Huron Rd. 
Cleveland 15, Ohio 
SUperior 1-9622 


CHICAGO 


CHARLES GEYER, Mar 
KENNETH L. JONES 
Suite 704 

520 N. Michigan Ave 
Chicago 11, Illinois 
WHitehall 3-1655-56-57 


LOS ANGELES 


ALAN CAZIER, Mor 
WILLIAM MILLS 
Room 8, Granada Bidg Model 150A 

672 So. Lafayette Park P! available for Aluminum, 


Los Angeles 57, Californi . 
Dunkirk? 7-5104 sia Brass, Magnesium. 


Look into the cost cutting possibilities of this new 
LONDON machine — premium quality castings produced at 
JOHN A. LANKESTER 


States & lower cost than ever before. 
bpm meg! 

d wl ° : P : 
_— mareee We will help install your American Die Casting Machine and train 


one of your men as an operator. 


Write — wire for catalog and price. 


c= |/ AMERICAN DIE CASTING MACHINERY CO. 


1754 W. Winona St., Chicago 40, Ill., PHONE: LOngbeach 1-7118-9 
For more information circle No. 14 on the Reader Service Card 
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ORDINARY 
METAL POWDER 


This do-it-yourself test proves 


RESISTOX’ Metal Powders are more stable, 


resist oxidation 5 to 10 times longer! 


This test proves that the Resistox Process gives Glidden Metal 
Powders more stability through greater resistance to oxidation. 
You can store Glidden Resistox Metal Powders over long 
periods of time without fear of oxidation. And you can speed 
up production of metal parts, with less material-waste and die- 
wear, greatly improved finish, appearance, and performance 


characteristics. 


In an open container, place a sample of Resistox copper or 
lead powder. In another, a like amount of an ordinary metal 
powder of the same type. Then wait . . . 3 days in hot humid 
weather, 2 weeks in cool dry weather. The striking difference in 
appearance that results (oxidation causes the ordinary metal 
powder to change color rapidly) will show comparative resist- 
ance to oxidation, prove superiority of Resistox Metal Powder. 

Write for your free test-sample of Glidden Resistox Metal 
Powder (specify lead or copper) and complete information on 
these additional Glidden products: Cuprous Oxide, Cupric 
Oxide and Cubond (Copper Brazing Paste). 


THE GLIDDEN COMPANY 
CHEMICALS — PIGMENTS — METALS DIVISION 


Baltimore, Md. «+ Collinsville, Ill. * Hammond, ind. + Scranton, Pa. 


For more information circle No. 61 on the Reader Service Card 
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where.can you get 


os 


ob beat-pet_pCopet-Bm-p ote! 
metallurgical accuracy 
in tool steel castings? 


The quality of tool steel castings depends heavily 
on metallurgical control and foundry techniques 
which can be acquired only through long experi- 
ence in handling tool steels. That’s why it will pay 
you to get your castings directly from Crucible, 
largest and leading producer of tool steels. 


Only Crucible can furnish precision castings in 
Ketos, Rexalloy, Rex M-2, Rex AA, Airkool, 
HYCC and Airdi 150—tool steels that solve wear, 
abrasion and temperature problems when ordi- 
nary alloys fail. 

Crucible Accumet® Precision Investment Tool 


Steel Castings are regularly produced with a tol- 
erance of +.005” (and even +.002” or +.003”) 


and a surface finish of 125 RMS to 62 RMS...and 
in almost any shape or configuration. 

Uniformity in response to heat treatment. Cru- 
cible quality control, from heat to heat, and com- 
plete inspection facilities ensure the uniformity 
in hardenability so necessary for successful tool 
steel castings. 

Crucible Accumet Tool Steel Castings can help 
you reduce costs and improve product perform- 
ance. Consider Crucible’s extensive facilities and 
experience when you need either investment or 
sand castings. Write for free booklet to: Crucible 
Steel Company of America, The Oliver Building, 
Mellon Square, Pittsburgh 22, 
Pennsylvania. 


oS Seed 


first name in special purpose steels 


Crucible Steel Company of America 


For more information circle No. 42 on the Reader Service Card 
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Now Bell and Howell... 


die casting on LESTERS...saves 
over 25% on this typical casting! 


ss 


Bell and Howell Company, the 
only major photographic equip- 


Speaking from this vantage point about the 
housing for their Monterey 8mm movie camera 
ment manufacturer doing a major shown here, he says, ‘““We had never done any die 


part of their own die casting, tell casting previous to our set-up of these machines 





a story that is classic as a testimo- a little over two years ago, and began production 


nial to the wisdom of installing on this rather difficult casting on a high monthly 
Lester machines. requirement...This production schedule has con- 


Mr. W. D. Johnson, Die Casting Manager of the 
company, has been working on the project since 
its inception, and was there when the first ma- 
chines were installed—well over two years ago. 


tinued since that time. The savings to Bell and 
Howell on this particular casting have been well 
above the average savings of approximately 25% 


for the entire die casting operation.” 


Complete details on the full line of Lester Die Casting Machines 
are available in Bulletin 101. Write for your copy TODAY. 


LESTER-PHOENIX INC. 


2708-T CHURCH AVENUE ® CLEVELAND 13, OHIO 
Agents in principal cities throughout the world 


For more information circle No. 81 on the Reader Service Card 
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Now serving the Die Casting 
Industry exclusively 


4 1 
COLD SHOT SLEEVES - GOOSENECKS - PLUNGERS 


- 
He ii Ve yrinding and miachtne Works, (i. 


2234 WEST WALNUT STREET °° SEeley 3-2154 * CHICAGO 


For more information circle No. 84 on the Reader Service Card 
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C”] PoeMEDLA! MOLDS 


DE nobody ever . — 


moves to new and 













smaller quarters 








are some looks at Mid- 
land’s increased facili- 
ties for tooling large or 
small capacity molds 
for precision-minded 
molders. 








molds & dies are made 
by men who have made 
the business a career. 


is the industry’s source 
for intricate and pre- 
cise molds for producing 
intricate and precise 
units. Midland as always 
is ready to quote or 
discuss your mold or 
die problems. 


} PLASTICS MOLOS ¢ DIE CAST DIES + HYDROTEL AND PANTOGRAPH MILLING + HOBBED CAVITIES + STEEL STAMPS + ENGRAVED DIES 


MIDLAND DIE & ENGRAVING DIVISION * PREX CORPORATION * FRANKLIN PARK ILLINOIS 


Beimont Avenue and Wolf Road ~ 
NAtional 5-8900 


x PRES so , ~ 
Ppanngdpnanersess Ha eet oh 
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100 ton MIDGET 


Eastern Representative 


MILTON HARMON 
18 Rock Rd., Milford, Conn 


Midwest Representative 
Cc. W. STONE CO. 


Minneapolis, Minnesota 


Western Representative 
SYDNEY 3. WILLS 
2120 Strand, 
Hermosa Beach, Colif 


Q) ...there’s a CAST-MASTER 


OVER 20 STANDARD MODELS 


INCLUDING ZINC, ALUMINUM 


AND MAGNESIUM MACHINES 


MODEL NO. 70-A — The 


world’s largest commercially 


up to 75 Ibs. 





built die casting machine... 
produces aluminum castings 


MODEL NO. 7-Z — For zinc, 
tin or lead. A natural for any 
die casting shop that special- 
izes in small or medium size 
castings weighing up to 
21 2 pounds. 

















._ 1200 ton GIANT 


to meet every production requirement! 


Yes, large or small, there is a CAST-MASTER Die 


Casting Machine to meet every need. Over 20 


ee eggs TR ages o* pgebomlage — f P / MULTIPLE satan: 
neuen many deladeie aietinaiinn shies NE WW! LOADER-UNLOADER 





ments that have proven themselves in years of actual 
service. For high speed production . . . for top d : : 
' ® Loads Laminations @ Die Casts 


performance in turning out uniform quality cast- © Trims © Unloads 4 Rotors Automatically 


ings, you ll find CAST-MASTER sets the pace for 
the industrv. A major motor manufac- 

' turer gave Cast-Master the 
job of stepping up produe- 


* * ion and reducing labor on 
Design, Production and aaa ‘aenhaaiaaal rotors. 
* ‘ast-Master solved the 

the Development of Dies mien with a new Bion 


‘ " P matic loader-unloader. 
Cast-Master’s new expanded operation now offers 


a complete package .. . jigs. fixtures, dies . . . de- 








signed and developed to meet every requirement. 





Whatever your problem our engineering depart- 





ment is equipped to tackle it. Phone, write or wire, 


without obligation. 


For more information circle No. 33 on the Reader Service Card 























@ casting asout 


technical news of applications 
& processes involving precision metal moldings 


HIGH STRENGTH STEEL CASTINGS will be 
the objective of a new $1,093,854 Air Force 
contract awarded to Chance Vought Aircraft. 
Contract calls for the company to work with 
three foundries over a two-year period. Pri- 
mary purpose is to up-grade steel castings from 
the 275° F service range at which they now 
function, to 1000° F in tomorrow’s higher speed 
aircraft. John Dietz, Vought structures materi- 
als engineer, will be project engineer. Data ob- 
tained will be available to all foundries making 
military aircraft castings. 

The contract covers five phases: 1) to select 
three foundries to do development work on 
actual aircraft parts designed by Vought; 2) 
select steels capable of being stressed to 180,- 
000-220,000 psi and work out ways to make 
them castable; 3) design parts to be cast; 4) 
make trial production of contoured parts in 
larger lots; 5) make pilot production of selected 
castings in quantities large enough to prove 
consistent results. 





RESEARCH IN THE DIE CASTING PROCESS will be undertaken by a new lab set up in the Aluminum 


SIX OF THE LARGEST PROPELLEFS EVER CAST will be made by the Eddystone Div. of 


Company sf America’s Chicago Works. A full-scale pilot plant will permit studies 
to be made under production conditions. John Moorman, Chief metallurgist for 
Alcoa’s Garwood (N.J.) works, has been named head of the new facility and as- 
sistant chief of the Cleveland Research Division under which the lab will function 
According to W. R. Butler, Alcoa’s manager of die casting sales, “Alcoa’s new 
research effort should result in expanded use of die castings in such fields as 
decorative trim and functional automotive applications, electronic and business 
machines, appliances, portable tools and internal combustion engines.” Projects 
will be aimed at lower cost production methods and techniques for manufacturing 
die castings of superior quality. 


Baldwin-Lima- 
Hamilton Corp. Measuring 24’ in diameter, the propellers will be for tankers being 
built by Newport News Shipbuilding and Dry Dock Co. Three of the four-bladed 
wheels weighing 90,000 lbs. in manganese bronze, will be the heaviest ever cast 
The other three in Nialite will weigh 75,000 lbs. each. Nialite is a zinc-free, nickel- 
bearing alloy developed by B-L-H. It is lighter and stronger than manganese bronze 
and is less subject to erosion, corrosion and cavitation. 


CASTING SCRAP LOSSES have been cut from 30% to 40% at the 
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Gaines foundry in Rivera, Cal. A new X- 
ray department occupying 1,000 square feet 
in the plant which makes sand, shell and 
permanent mold castings, is responsible for 
the savings. Sample castings are taken from 
the production line every two hours. With- 
in 15 minutes, the line foreman has the re- 
sults. Ten percent of all castings poured 
get the X-ray check. If defective castings 
are found, the line is shut down and two 
hours of production may be lost. However, 
the two-hour frequency for X-ray check-up has 
been found most practical. 

Continued on page 19 
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New Mode! 800 Cleveland with 
cold chamber shot end. Ma 
chine weight is 28'% tons 
Readily converts to hot cham 
ber operation 








Incorporating an_ intensifier 
new Cleveland cold chamber 
shot end provides high pres 
sures on metal; high plunger 
speeds (both adjustable) 








Hydraulic 


Machine 




















wee ae 


(Locking Pressure Strain Gauge Tested) 


Now available for producing castings up to 20 lbs. aluminum, 
46 lbs. zinc. This big, newest Cleveland has 55” x 54” die plates; 
33” x 33” space between tie bars; 38” max. to 20” min. die thickness; 
15” to 24” die opening. Massive toggle system, with 7” dia. tie bars and 
cross head guide bars, 914” thick platens, insures extreme rigidity and 
positive die alignment . . . with guaranteed 800-ton locking pressure! 


A highly advanced design of cold chamber shot end, incorporating 
an intensifier, assures top-quality, dense castings. Shot plunger speed, 
after its initial slow, forward movement, can be adjusted to attain 
any speed up to 500 f.p.m. At any predetermined plunger position, the 
shot intensifier can be activated to generate plunger pressures up to 
20,000 p.s.i. Intensifier pressure is also adjustable. Throughout, the new 
Model 800 is Cleveland-engineered to give you highest casting quality 
with utmost reliability of machine performance. Call in a Cleveland sales 
engineer, or write direct, for machine specifications. 


Remember, Clevelands Cut Costs! 


For more information circle No. 37 on the Reader Service Card 


Die Casting 


THE CLEVELAND AUTOMATIC MACHINE COMPANY 


4952 Beech Street 
Cincinnati 12, Ohio 


SALES OFFICES: CHICAGO 
CLEVELAND + DETROIT 
HARTFORD « S.ORANGE 


Manufacturers of a Complete Line of Single Spindle Automatic Screw Machines and High Pressure Hydraulic Die Casting Machines 


30302 
30303 
30303F 
30304 
30310 
30316 
30321 
30347 
51410 
51414 
S1416F 
51420 
51430 
51431 
51440A 
51440B 
51440C 
51440F 








MISCELLANEOUS 


5 © Inconel e Invar © Monel* e Nik ry 
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NiResist®™ 114A @ - 
* N ist® 
A 20 Iteration Niche! Ce iResist® 1] « Waspalloy 


ey 
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You name the alloy... 
we ll produce to your specs. 
—in record time! 


HE watchword of CANNON-MUSKEGON is 
“CONTROL.” Careful selection of the finest raw 
materials . . . rigid melting procedures . . . complete 


and CANNON-MUSKEGON 
offers you both vacuum and 


chemical and physical testing facilities, plus closely 
supervised handling — produce alloys to your most 
exacting standards. More than 100 special and stan- 
dard alloy analyses are produced each year. 

The alloy list above is typical of production “reg- 
ulars” for scores of users in all industrial fields. I1 
you don’t see what you need — remember, our facili- 
ties are open to “‘tailor” alloys to your specific needs. 
We'll also recommend proper in-plant handling and 
heat treating procedures to assure the desired physi- 
cal and chemical properties in your final product. 

FOR IMMEDIATE REFERENCE — write for your 
personal copy of Cannon-Muskegon's 6-page 


handbook for metallurgists, giving you data on 
both UltraMet and MasterMet alloy service. 


Uurra Met | MastrrMet 
y vacuum -meitee aviovs Wa fF cuRTiviE® attors 


'Oe imoustTeyY ts FOR impustayY 


CANNON -MUSKEGON 


Muskegon, Michigan, U.S.A. 


2871 Lincoln Ave. * 


METALLUR G iG t 


air-melting facilities for cobalt-, 
ferrous- and nickel-base alloys in 
a wide variety of cast forms 


UltraMet alloys are produced in this latest design vacuum 
melting furnace — production center for a virtually un- 
limited variety of high temperature, corrosion resistant 
alloys for severe-stress applications. 


CORPORATION 


S$ P &€ CLA CC Paes oe 


For more information circle No. 31 on the Reader Service Card 
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East or Midwest, 

AINSWORTH-PRECISION helps 

you cut costs with “ONE PACKAGE” 
TING SERVICE 


“Packaged Buying” of aluminum, 
zinc and magnesium die castings is a 
short-cut to reduced time and labor 
costs. You need only one supplier with 
fully integrated facilities in the East and 
Midwest to supply you with everything 

die design, casting, machining, plating 
and finishing. 

Among custom die casters, only 
Ainsworth-Precision offers you the fin- 
est, modern automated plating and 
painting facilities. From design through 





packaging, Ainsworth-Precision means 
‘one-stop’ economical die casting 
services, 

Now, you can more accurately gauge 
your own manufacturing schedules by 
receiving completely finished parts from 
one source. Choosing Ainsworth- 
Precision instead of several who are 





widely scattered is common-sense think- 





ing. On that next job, call our nearest 
plant or sales office. 





AINSWORTH-PRECISION CASTINGS CO. 


DIVISION OF HARSCO CORPORATION 


FAYETTEVILLE, N.Y SYRACUSE. N Y CORTLAND. N Y CHICAGO, ILL 
CLEVELAND, OHIO— KALAMAZOO, MICH — DETROIT, MICH — ROCKFORD, ILL 


For more information circle No. 5 on the Reader Service Card 
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er cleveland Hardware DENSER 


Cleveland Hardware Attributes Order For 
Portable TV Set Masks Directly To REED Vacucast System 


“As a result of being able to reduce wall thickness to .050 of an inch in the zine casting for a 
portable TV set mask, we have received a large order,” says H. E. White, President of Cleve- 
land Hardware & Forging Company. “‘This mask could not have been done on a conventional 
die caster, but with our REED Vacucast machine, we can cast this thin-walled part despite its 
large area.” Cleveland Hardware has also found faster cycles and a vast improvement in the 
quality of all castings produced on their REED Vacucast. 
The REED Vacucast, a vacuum die casting system offered exclusively by 
Reed-Prentice as original equipment on standard machines, has proven 
itself in a number of standard production shops. Cleveland Hardware 
& Forging Company is the latest to find these many advantages in the 
REED Vacucast: 
* Cycling time is 25‘7 faster on some jobs. 
* Reject rates have been cut by more than 50° —in some instances 90%. 
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CASTINGS, IMPROVED FINISH 


Surface finish has been improved, greatly reducing polishing and 
buffing. 

Less pressure is needed. Many find that a 400-ton machine can replace 
a conventional 600-ton machine. 

Permissible reduction in wall thickness has meant great savings in 
metal. Now competes favorably with metal stamping. 

Porosity has been virtually eliminated. 


conversion units 


Improved casting skin and higher density permits higher temperatures 
for better paint-to-part bond. 
As much as .02” greater skin thickness in thin castings is common. 


These are just a few of the many advantages found in the REED Vacu- 
cast. To find out how a REED Vacucast can help solve many of the prob- 
lems you now have in die casting with conventional equipment, mail the 
coupon here today to Reed-Prentice Corporation, 677 Cambridge Street, 
Worcester 4, Mass., or contact our nearest sales office. 


original equipment 


Mass 
Please send me more information on REED Vacucast 


System as 


PACKAGE 


MACHINERY COMPANY 


REED-PRENTICE CORP. 
677 Cambridge Street 


Worcester 4, 
Company 


677 CAMBRIDGE STREET, WORCESTER 4, MASS. 


BRANCH OFFICES: NEW YORK * CLEVELAND * CHICAGO « BUFFALO * DAYTON * DEARBORN * KANSAS CITY * LOS ANGELES 
For more information circle No. 109 on the Reader Service Card 
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an important step in Henning’s start-to-finish control 


HB«S “CAMERA” STOPS METAL IMPURITIES 
YOU CAST! 


The two strips above are the spectrograms used in Specifically engineered and quality controlled to meet your exact 
checking the composition of one heat of HB&S Zamak-5. casting needs, HB&S Zamak alloys are sampled while still in the 
The top ARC spectrum shows the impurities — Lead, Tin, molten state, spectrographically analyzed to assure the purity and 
and Cadmium — to be present as minute traces. uniformity of the metal. Each element in the alloy, in each heat, is 
The bottom SPARK spectrum shows thé Principal Alloying fingerprinted and recorded. As the molten metal is poured into bars 
Elements — Copper, Aluminum, and Magnesium—to be the alloy number is stamped on each bar . . . the heat number is 
present in proper proportions, proving this sample in spec. marked on every pallet, you know exactly what you're getting . . . 
are assured of uniformity. All important steps in Henning’s start- 
to-finish control which guarantees ingots ordered will be 100% 
on spec. 
Still another Henning service . . 


. alloy bars are shipped on con- 
sumable skids. 
V rit for thes authorit © booklets “DIE-CASTING WITH ZIN¢ 
ALLOYS” explains the factors influencing the production of sound cast 
ings, a technical guide for plant managers and die casting machine op 
avors, ava vab.e in quant tics KEEERBENCKE BOOK AND ¢ CIDE ON 
ZAMAK (ZINC BASE) ALLOYS” gives valuable production and design data 
for die casters and engineers covering composition, mechanical and physi 
cal properties, dimensional stability, use in different types of castings. 


e 


HENNING BROS. & SMITH, INC. 


91-117 Scott Ave., at Randolph St., Brooklyn, N.Y. 


Smelters and refiners of aluminum, bronze, brass, zinc, lead 


For more information circle No. 66 on the Reader Service Card 
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CASTING ABOUT 


continued from page 12 


METALS USED IN MISSILES can be protected to meet temperatures 
above 2500 F by applying new ceramic coatings. The Bettinger 
Corp., which has just completed a 10-year research program 
to develop these coatings, says these are the highest operating 
ranges ever achieved with fired ceramic coatings. For five 
years, the company has been active in coating “hot parts” of 
jet engines. Now, the new coatings will be effective on missile 
power plants and skins 

LARGE POWDERED METAL PARTS wil! be made on a new 400-ton 
hydraulic press installed this month by International Powder 
Metallurgy Company in Ridgway, Pa. Only three other com- 
panies are reported to have powdered metal presses of this 
size. Jobs to be produced on it include transmission gears fo 
washing machines and automobiles motor frames and stators 
and other large structural parts. The press was designed and 
constructed under the direction of IPM’s chief engineer, G. J 
Hoehn. Maximum size of parts now possible: 8” in diameter 
x 4” long 


HOME APPLIANCES IN THE NEXT 10 YEARS wil! bring in sales dol- 
lars totaling $85 billions, according to figures released by 
Hotpoint Company. Their 10-year forecast just issued says 
that about 286,000,000 major appliances will be sold in the 
coming decade. This includes: 9,200,000 electric ranges. 10,- 
700.000 built-in appliances, 43,700,000 refrigerators, 10,500,000 
food freezers, 27,700000 air conditioners, 7,900,000 electric 
water heaters. 7.400.000 dish washers. 8.500.000 food waste 
disposers, 38.000.000 clothes washers. 16.000.000 electric clothes 
dryers, 10,300,000 washer-dryer combinations, 53,200,000 black 
and white TV sets, and 43,100,000 color TV sets 


MORE RESEARCH WAS DONE by Armour Research Foundation of 
Illinois Institute of Technology this year than ever before 
A record 734 research projects included 404 fer industry and 
330 for government. Gross volume for this work rose to 
$14,067,534 $2 million or 18° ahead of 1956 

BUYERS WHO HAVE BEEN WONDERING when production quanti- 
ties of North American Aviation’s high strength “42B” casting 
alloy might become readily available now can be told 
Never, as 42B! Navan Products, Inc., Santa Monica, Cal., 
North American commercial marketing subsidiary, has an- 
nounced that the alloy now is in quantity production as 
“Tens-50", a name derived from the allov’s tensile strength 
range to 50,000 psi. The alloy was first reported in PMM in 
March 1957, with complete tabulation of properties. One West 
Coast firm, Rayson Casting & Mfg. Co., Gardena, Cal., is 
casting pylons, below, for North American’s F-100 Supe1 
Sabre in the alloy. Another F-100 part which formerly cost 
$350 to mill from bar stock is being cast for approximately 
$15 and has the same strength-to-weight ratio 





NEW DESIGN 
OPPORTUNITY 


With Monarch Aluminum 
Permanent Mold Castings 


Modern methods in mold designing — 
metallurgy—and mass production op- 
erations make Monarch Permanent 
Mold Castings mors 

meet today end-prod 


ments competitively 


From complicated industri: 
to finished cor imer product 
ready for assembly, Monarch’ 

range of services offer ‘‘ More Casting 


Value per Dollar’’ 


This new approach to casting evalua 
tion and ‘‘One Source” production in 
permanent mold—Aluminum Die Cast- 
ing and Zine Die Castings is presented 
in a new brochure, ‘‘Manufacturing 
Achievements in Molten Aluminum”’ 
Write for Your Copy Today 


MANUFACTURING ACHIEVEMENTS 
in MOLTEN ALUMINUM 


MONARCH ALUMINUM MFG. COMPANY 


9205 Detroit Avenue Cleveland 2, Ohio 


For more information circle No. 88 
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. .. Cellulubes were tested for two years in four Cooper Bessemer Air Compressors. Cylinder wear was negligible. 
Deposits normally found in compressor auxiliaries and valves were reduced or eliminated.” 


“ ... A conventional lubricator will pump Cellulubes satis- “ ... No pressure surges nor evidence of fire in the air 
factorily. No obnoxious vapors— does not present a personnel accumulator when Cellulubes are used. They are excellent 
problem in terms of handling a toxic material.” lubricants, and also are effective as detergents.” 





a7 


=| 
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CELANESE CORPORATION OF AMERICA, CHEMICAL DIVISION 
DEPT. 589-A, 180 MADISON AVENUE, NEW YORK 16, N. Y. 


Please send me: 
[] Technical bulletin [] Sample of ___ viscosity. 





Name__ 





Company___ 





Address. 





City 








Application | have in mind 
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“NO PRESSURE SURGES...NO EVIDENCE OF FIRE... 


EXCELLENT LUBRICATION...WHEN FIRE-RESISTANT 
CELANESE CELLULUBES ARE USED!” 


“Cellulube has now been in four of our Cooper Bessemer air compressors for approximately 
two years. The compressors were inspected during a recent Catalytic Reformer General Inspection. 
Cylinder liner wear was negligible, particularly when compared to the amount of wear we had 
experienced when previously using a synthetic lubricant. Cellulube, in addition to acting as a 
lubricant, is also effective as a detergent. Compressor cylinder air passages which had been heavily 
coated with carbonaceous materials and deposits laid down by the previous synthetic lubricant, 
are gradually being removed and the compressors again show the original factory finish. Deposits 
on valve cages and plates have been reduced and are no longer a problem. 


“Cellulube does not present a personnel problem in terms of handling a toxic material. There are 
no obnoxious vapors from Cellulube. A conventional lubricator will pump Cellulube satisfactorily. 


There have been no pressure surges nor evidence of fire in the air accumulator. 


‘We believe this material is an excellent lubricant plus the fact that acting as a detergent the 
deposits normally found in compressor auxiliaries and valves have been reduced or eliminated.” 


These results are typical of what you can expect from Celanese Cellulubes. They have been 
developed to meet the pressing need for fire-resistant lubricants which virtually eliminate the 
problem of carbon deposits. 


Celanese Cellulubes are available in 6 controlled viscosities: 90, 150, 220, 300, 550, 1000, S.U.S. @ 
100° F. These straight phosphate esters provide excellent lubricity, are non-corrosive and non-reactive. 


Celanese Cellulubes open new areas for in-plant protection against fire and explosion. Evaluate 


them in your own operation. Use coupon to request samples and technical data. Celanese® 
Cellulube® 





CHEMICALS 


Celanese Corporation of America, Chemical Division, 180 Madison Avenue, New York 16, N.Y. 
tn Canada: Canadian Chemical Co., Limited, 2035 Guy Street, Montreal, P. Q., Canada 
Export Sales: Amcel Co., Inc., and Pan Amcel Co., Inc., 180 Madison Avenue, New York 16, N. Y. 
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GRC DIE CASTING HELPS LIONEL ACHIEVE 
TINY PART AUTHENTICITY 


Tiny, intricate, too costly to make in their own plant, GRC’s 
specialized techniques made this toy crank econo mically possible 


weet. 


\ 
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New Gries Bulletin Explains How 
Movable Multiple Part Units are 
Cast-Assembled by INTERCAST Method 


m “g 


The unique “intercast” method de- 
veloped by Gries Reproducer Corpora- 
tion for cast-assembling in one opera- 
tion movable multiple part units, as 
well as continuously interlocked as- 
semblies (such as chains), is explained 
in a new bulletin. Maximum size for 
“intercast” parts is 144” long. 

This patented automatic, time-saving, 
money-saving method is an ingenious 
refinement of Gries’ exclusive method 
of small parts die casting. Gries’ tech- 
nique of both zinc alloy die casting and 
plastic molding of tiny parts is well 
known and has proved of inestimable 
value in overcoming design limitations 
and lowering costs. Automatic produc- 
tion assures precise tolerances and uni- 
form quality. 

Copies of the bulletin are available 
from Gries. 





GRE Nylon and Other Plastic Molded 
Parts Accurate and Uniform 


Unique, automatic molding techniques 
developed by Gries Reproducer Corp 
permit mass production of nylon and 
other thermoplastic parts with excep- 
tional accuracy and uniformity. Molding 
with single cavity techniques, GRC 
avoids lack of uniformity in size from 
cavity to cavity, difficulty in matching 
(flash and off-set at parting line), dif- 
ficulty in filling. For the ultimate user 
it means no parts sorting to detect de- 
fectives, no selective assembly to com- 
pensate for variations, no cleaning op- 
erations. 


Specializing in tiny parts (their max- 
imum sizes is 1%” long, .03 oz. in 
weight, no minimum), GRC can make 
quick deliveries on quantities from 
50,000 to many millions, and will quote 
promptly upon receipt of blueprints or 
specifications. Samples and factual bul- 
letin can be obtained by writing di- 
rectly to Gries Reproducer Corp. in 
New Rochelle. 





While it would seem more advanta- 
geous for manufacturers to make all 
parts in their own plants, some have 
found that a specialist can do it cheaper, 
faster, and some times even better. This 
Lionel toy crank is an example, GRC 
specialized techniques made it possible 
for them to produce this tiny authentic 
part more quickly and more economi- 
cally than Lionel could themselves. Die 
cast in zinc alloy in a single automatic 
operation, the cost of the GRC crank 
was little more than $5.00 per thousand 
in lots of 500,000 


Miniature in size, intricate in shape, 
the crank has, for example, four sub- 
miniature hex nuts measuring 0.45 
across the flats. It is typical of the many 
small parts problems solved by GRC, 
who specializes in parts “no bigger than 
your thumbnail”. It is typical too of the 
close tolerances, clean edges and great 
accuracy achieved by Gries’ methods. 
Whether simple or complex, quality is 
uniform—no secondary operations, no 
scrap loss. GRC delivered parts are 
ready for immediate use 


The world’s foremost producer of 
small die castings, Gries’ exclusive pat- 
ented methods have resulted in many 
production economies and give broad 
flexibility in design. If you have a small 
parts problem, write for Gries’ informa- 
tive die casting bulletin or send prints 
for quotations. There is no minimum 
size; maximum, 154” long, % oz. 





GRE High Series Cap Nuts 
Now Cataloged In Stock 


Never before avail- 
an. 

able to industry as a 
stock item from any 
supplier, GRC is now 
stocking for prompt 
delivery cap nuts 
with up to 50% 
greater thread depth. 
Immediate shipment can be made on 
a complete range of hex sizes from 
5/16” to 59”. Die cast in zinc alloy with 
long, clean thread sections, the over- 
all height of the cap nut is well pro- 
portioned between the hexagonal sec- 
tion and the dome of the fastener 
Protective, neat and attractive, they 
are rustproof, corrosion-resistant, non- 
ferrous, without tool marks or cut-off 
burrs. They have a naturally bright 
finish and if required any standard fin- 
ish can be applied. Other GRC stock 
fasteners include wing nuts and screws, 
round head thumb nuts and screws, 
standard cap nuts, rivets and others 
Catalog and spec sheets on the new high 
series cap nuts and other fastenings are 
available on request. 


» GRIES REPRODUCER CORP. 


soil 


157 Beechwood Avenue, New Rochelle, N. Y. @ 


New Rochelle 3-8600 [Z @® 
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For Melting "Ont 
of Aluminum, Zi 


These réverbs are built to assure heavy dut? 

ing, Extrusion wo8k, Die Casting, Perma 

Foundry melting. Now in operation in some o 

nent plants in the country, they have proved their 4 

liver large tonnages of metal, are easy to work with arftar 

. .. Operate most economically and are easy to maintain. Their 
efficiency and economy will amaze you and convince you of their 
superiority. 

Furnaces of this type are designed to meet customers’ individual 
requirements . . . let our engineers show you how to achieve ut- 
most efficiency and economy in your melting operations. 
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STROMAN TYPE “SW” CRADLE TILTING FURNACE 
FOR ALUMINUM MELTING 
SIZES FROM 1,000 TO 3,000 POUNDS 


An ideal furnace for breakdown to supply hot metal to holding furnaces for die 
casting or permanent mold. Also for distribution to the molding floor in sand 
casting foundries. Tilted by means of an air or hydraulic ram. Furnished com- 
plete with gas or oil burners or combination burners, blower to furnish combus- 
tion air, and lining made of standard fire brick shapes. 


Automatic temperature and safety controls available if desired. 


STROMAN CUBICLE TYPE 
CONTROL PANEL 


Stroman design monitor for furnace metal 
temperature, refractory temperature, 
high limit blower motor, circuit, electric 

' ignition, and flame safety control, with 
Don't forget STROMAN make fur- completely automatic built-in warning 
naces for the melting of brass, system. 
bronze, aluminum, magnesium, grey : 
iron and all other metals in sizes to 
meet your needs no matter how large 
or small. 

Write for 
complete catalogue today! 





Coring Too intricate For Die Casting? 


porate Parfer 


PARKER SALES ENGINEERS Because of intricate coring—together with internal 
GRASPONTE, Penne. bosses —sand ¢ asting seemed to be the only way to make 
Wien G, Ghee © 420 Sen tan Seon this part. Necessary finish machining, however, boosted 
CHICAGO 49, tit. costs too high. 
Ollie J. Berger Compony @ 2059 East 72 Street Then Parker die casting engineers tackled the job 
CINCINNATI 14, Ohio and licked the coring problem. The result: a part with 
Witten Ui. Grentermen © 2430 Contre! Parkway greater density, closer tolerances, better surface finish, no 


DETROIT 35, Mich. finish machining and—best of all—much lower cost per unit 
Hodgson-Geisler Co. @ 18917 James Couzens . . > 
Here is just another example of the way Parker- 
GIRARD, Penna. ‘ 


Ce i i i a engineered die castings save you money. 
LONG BEACH 11, Colifernie Parker has been a leader in die casting for over 50 
R. W. Fletcher @ 2803 Loomis Avenue years—an old hand with new ideas his skill and ex- 
PHOENIX, Arizone perience can solve problems—and save money—on your 
Fred B. Larsen @ 6108 North 11 Avenue component parts. Just call the nearest Parker sales en- 
ST. LOUIS 8, Mo. gineer or send your prints to the factory direct. 
Frank May @ 4378 Lindell Boulevard 


SYRACUSE, N. Y. Parker White Metal Company °® 2153 McKinley Ave., Erie, Pennsylvania 
J. C. Palmer @ 712 State Tower Bidg. 


WILTON, Conn. 
Girard L. Palmer @ Belden Hill Road 


WINTER PARK, Florida high pressure 


Dvane P. Davis @ 110 South Oriando Avenue 


= PARKER =aaan 


A os | POWDERED METAL PARTS 
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In our 50 years of manufacturing disper- 
sions of colloidal graphite, we've seen the unique 
anti-friction properties of this basic material make 
lubricating problems disappear as if by “black 
magic”. As an additive to lubricating oils and greases, 
as a parting agent in many kinds of casting and as a 
dry-film lubricant in diverse fields of metal working 

in application after application . . . it has proved 
literally more valuable than gold. 


Dr. Edward Goodrich Acheson's invention of col- 
loidal graphite over 50 years ago has been followed 
by a constantly expanding program of fundamental 
research and product development. Today, with 
over 50 different dispersions already in use, three 
laboratory groups at Acheson are pressing toward 
perfection of whole new families of dispersions and 
their applications. 


Offices in: 
Boston e Chicago e 


New York e 


Cleveland e 
Philadetphia e 


Dayton 
Pittsburgh 


The custom dispersing of solids requires specialized 
facilities and production techniques. Why not take 
advantage of 
this field? 


Acheson's 50 years of leadership in 


You will be interested in the number of different dis- 
persed solids, in addition to graphite, that are being 
used successfully today in industry. Our Products 
List gives you, in quick-reading chart form, a résumé 
of Acheson ‘dag’® brand dispersions and_ their 
typical applications. Send for your copy 


Department PMM-18. 


Address 


Lolloids Company 
PORT HURON, MICHIGAN 
A division of Acheson Industries, inc 


c 


Also Acheson Industries (Europe) Ltd. and affiliates, London, England 


e Detroit e Los Angeles e 


e Rochester e St 


Milwaukee 


Louis . Toronto 
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Write for BLUE SHEET 
on POTOMAC M 


This concise four-page 
folder gives all needed 
handling and shop treat- 
ment details on Potomac 
M. Included is certified 
laboratory information 
on physical characteris- 
tics, and complete data 
on forging, annealing, 
hardening, tempering, 
etc. Ask for your copy. 


ADDRESS DEPT. PM-1 
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No matter 
what your 
DIE-CASTING 


J06 
may be... 


Accuracy calls for 
POTOMAC M Hot Work Die Steel 


SOSSESSSSESESESESSEEEEHEESHEESSSSHSEESHEEHHHHH TEESE 


In the precision casting of aluminum, 
POTOMAC M Hot-Work Die Steel is 
especially favored as the material for 
die-casting dies because its properties 
help assure accuracy of the steel itself 
after heat treatment. Die makers have 
found that size changes are held to 
a minimum. Dimensional stability is 
thus the first contribution that POTO 
MAC M makes to accuracy. 
Production accuracy of the die after 
it is in service is maintained also by the 


resistance of POTOMAC M to wear, 
to heat checking, and to metal wash. 
Allegheny Ludlum makes a complete 
line of steels for hot-work tooling of 
various kinds—so, whether your need 
is the mass producing of duplicate 
parts or fabricating a few of them, call 
up or write “A-L” every time for 
hot-work counsel or service or both. 
Just tell us your requirements. 
@ Allegheny Ludlum Steel Corporation, 
Henry W. Oliver Bldg., Pittsburgh 22, Pa. 


For nearest representative, consult Yellow Section of your telephone book. 


For complete MODERN Tooling, call 





Allegheny Ludlum 


FINE too. stee 
SINCE 1854 


wsw 6205 
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ADVANCE “COST-PLANNED” CASTINGS 


Advance Pressure Castings can take your product at any point in its development 
and carry it through to finished form. Every step of the way from blueprint to delivery 
of the finished product, your castings need the rich background of inventive 
engineering plus the custom-‘ooling and production facilities offered by 
Advance — and all at ONE SOURCE. Here, however simple or 

intricate the problem, you can depend on the finest skill and 

the greatest resourcefulness when fine zinc base or 

aluminum base alloy castings are involved. 

The best way to learn about Advance 

Pressure Castings complete service is to 

discuss your casting problems with 

an Advance Development Engineer. 

Call or write today — your 

inquiry incurs no obligation. 


Ag | ' 


AL SO 


"ADVANGE PRESSURE CASTINGS. 


20-30 WYTHE AVE., BROOKLYN 11, N. Y. 


For more information circle No. 24 on the Reader Service Card 
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DIE-CAST WITH TADANAC ZINC... 


The die-casting industry of today is producing 
more and more complicated shapes, never before 
thought to be possible. Our illustration is typical 
of such shapes . . . using Tadanac Zinc of course, 
because it's ideal for low temperature high speed 
operation, and has the essential tensile strength 
and freedom from corrosion. 


Tadanac Brand's consistent high purity, its 
guaranteed supply position backed by one of the 


world’s largest zinc producers and a_ prompt 
delivery service, make it a preferred brand by 
die casters. 


If you require any information or assistance 
regarding your Zinc die-casting operations, write 
to our Metal Sales Division, where your inquiries 
will be promptly attended to by our Technical Sales 
Service Department. 


The photo shows part of an Automobile Fuel Pump Casing 


THE CONSOLIDATED MINING AND SMELTING COMPANY OF 


215 ST. JAMES ST., WEST, MONTREAL 


METAL SALES DIVISION 


CANADA LIMITED 


QUEBEC, CANADA 


Exclusive U.S. Sales Agent: The American Metal Company Ltd., 61 Broadway, New York 6, N.Y., 1 N. La Salle St., Chicago, III 


ZINC SHAPES 


THE THINGS TO 
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DIE CASTERS 
ideal for automatic ladling 


A 4-<avity end brac- 
ket gate being die 
cast on an H-P-M 
600-ton machine at 
Century Electric Co., 
St. Lovis. A 5 Ib. 
shot on a 20 sec. 
continuous cycle. 


>» 


H-P-M DESIGN PUTS THE 
SPOUT WHERE IT BELONGS 


Automating the time-consuming chore of la- 
dling metal into the metal well relieves the 
operator of a hot and fatiguing operation and 
increases total shots per hour. The above close- 
up of an H-P-M 600-ton machine at Century 
Electric Co. shows that H-P-M’s design allows 
the furnace spout to be placed where it must 
be for successful operation. This is just one 
of many improvements incorporated in H-P-M 
die casting machines that result in better, 
faster, low-cost production. Century Electric, 
a 100% H-P-M die casting operation, has used 
H-P-M’s for casting motor rotors, end brackets 
) and other parts for years. 
H-P-M Cold chamber machines are built f Lat ue ae you te facts on 
in 200, 400, 600 and 800 ton capacities ; 8 H-I -M . line of heavy duty 
: die casting machines. Write 
today. 


THE HYDRAULIC PRESS MFG. COMPANY 


A DIVISION OF KOEHRING COMPANY - mount citean, ono, u.s.a. 
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Over 800,000 aluminum vending ma- 
chine. carsier castings have been pro- 
duced on the NU DIE V. die shown 
below. This casting is used by. Vendor- 





lator Mfg. Co., Fresno, California, in 
their model VMC 33. The die is in opera 
tion at S-K-S Die Casting Company, 
Berkeley, Calif 





still in service after 800,000 “shots” 


The die shown above, made of Crucible NU DIE V Crucible NU DIE V is made to die casting steel 
die casting die steel, has been in operation 10,000 quality. And each piece is ultrasonically inspected. 
hours. It has produced over 800,000 “shots” with Crucible NU DIE V, as well as CSM. for zine die 
no special maintenance required. And the die is casting and holder blocks for aluminum, are avail- 
still in excellent condition. able from local warehouse stocks in 438 sizes 

Long, continued runs like this develop high die 1” to 40” wide, 34” to 15” thick. When you want 
heat of 700/900 F but the NU DIE V die has quality die steels fast, call Crucible. Crucible Steel 
shown a minimum of heat checking, and is still Company of America, The Oliver Building, Mellon 
giving dependable service. One good reason is that Square, Pittsburgh 22, Pa. 


first name in special purpose steels 


Crucible Steel Company of America 


Canadian Distributor—Railway & Power Engineering Corp., Ltd. 
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CAN WE STILL APPORS ta : 


The Duplex AJAXOMATIC melts aluminum pig and gates right 
at the die casting machine. By pushing a button the operator 
initiates the complete casting cycle: the die closes and the Duplex 
AJAXOMATIC pours the exact required amount of molten metal 
directly into the cold chamber. The operator just removes the 
finished casting at the end of the cycle. 


Automation, however, is only part of the AJAXOMATIC story. 
The Duplex AJAXOMATIC also gives assurance of consistent 
quality. The quality of a finished casting begins with the proper 
melting of the metal. 60 cycle induction with its two basic 
features of internal heating and electromagnetic stirring is used 
exclusively in the Duplex AJAXOMATIC. Here are the unique 
characteristics of the Duplex AJAXOMATIC: 


Precision temperature control No supply ladle system or hand’ 


— at low temperature ladles 


DUPLEX . , Alloy uniformity 


— no segregation 
AJAXOMATIC No gas porosity Comfortable working conditions 


Precise weight of automatic pour 
_Low metal loss Low maintenance 


The standard Duplex AJAXOMATIC is rated 120 kw to produce 
500 Ibs per hour of castings ranging from 2 |b to 30 Ibs. Other 
AJAXOMATICS are available to suit a wide range of production 
requirements, including units supplied from central melting sys- 
tems. May we have an opportunity to study your requirements? 





60 CYCLE INDUCTION MELTING 


TRENTON 7, NEW JERSEY 





Associated Companies: Ajax Electrothermic Corporation Ajax Electric Company 


For more information circle No. 6 on the Reader Service Card 


pmm january ‘58 / 31 





LINE 





DODGE STEEL COMPANY 
Finished Products Division 
6501 Tacony Street « Philadelphia 35, Pa. 








THE MOST IMPORTANT ALLOY IN A STEEL CASTING IS QUALITY 
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@ cerrers 


the readers’ forum 


FORECASTS 


In the November issue of PRE- 
CISION METAL MOLDING 
there appeared an article entitled 
“Forecast of Powder Metallurgy 
Industry.” This is one of the bet- 
ter articles that I have read in 
quite a long time in connection 
with any type forecast for our 
industry 


We would like to secure ten re- 


prints of this article. —J. F. H.., 
vice president 


INFORMATION PLEASE? 
Kindly 


factures the 


inform us who manu- 
Automatic Stud 
Driving Unit described on page 
59 of your October 
J. C. G., president. 


issue 


Could you furnish us a listing 
of those who make permanent 


ao. 


mold machines? 


Will you kindly forward to the 
attention of the writer several 
sources for a vertical die casting 


machine. P. F. F., 


buye1 


We are always glad to furnish 
our readers with any informa- 
tion we have on sources of 
products, methods and equip- 
ment. — Ed 


BLACK ANODIZING 


We would appreciate receiving 
tear sheets of the article “Here 
Are 10 Steps in Black Anodizing 
Aluminum Die Castings” which 
appeared in the November 1957 
issue of PRECISION METAL 
MOLDING. —S. H. 


As long as our supply lasts 
we always furnish tear sheets 
of any article that has appeared 


in PMM.— Ed. 








What other process 


could do it so well? 


All things considered, there’s really 
only one hest way to produce this 
typical die casting application 

When you figure that it must be built 
at the lowest possible unit cost, must 
use a production method that is highly 
flexible to accommodate the unusual 
shape, and must maintain a variety of 
close tolerances... only die casting 
could do the job. 

Working closely with Twin City engi- 
neers, this manufacturer designed for 
die casting to get the maximum out of 


the process. By thinking in terms of 
die casting right from the drawing 
boards he eliminated many production 
and finishing jobs, saved on unit costs, 


saved on machining 


Possibly you’re producing a part by 
some more costly, less flexible, less ac- 
curate process than die casting. If you 
think that might be true, contact Twin 
City Die Castings Company. Twin City 
engineers can probably save you 
money. They have for hundreds of 


customers. 


»»-only DIE CASTING can 
cut your costs 
» offer such flexibility 


provide such accuracy 
FOR PROOF... CALL, WRITE OR WIRE: 


TWIN CITY DIE CASTINGS CO. 


3351 TALMAGE AVENUE S. E. . 
TELEPHONE MIDWAY 6-7528 














+ 
RESEARCH 


voat 
PARTICIPANT 


MINNEAPOLIS 14, MINNESOTA 


© 
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ZINC DIE CASTINGS - 
REPLACE ALUMINUM 


Tame a<-te(-s-jlelal-leom ile) (eo) mm at- la 


REDUCES CosT oveR @O% 


Conversion to zine die castings from 
fod tbbestbetrbesMccoreleMoetiiteler Mm elete)( ol 
Baldor Electric Co., St. Louis, Mo. to 
reduce material and labor costs on its 
fans by as much as 61%, and 

speed up production as well. The fan . 
is used to cool the manufacturer's 
line of induction motors. 


The aluminum sand castings previously 
used were often irregular and 
unbalanced, and required expensive 
bitoni -Jebtele motels MbrelecoettetteteMejelocettlonst a 


The fans, die cast in zinc by 

A. B. Mueller Co. of St. Louis, Mo., 

requires no protective finishing 

because of the inherent corrosion 

resistance of zinc, and most seconda@r 

operations. have been eliminated. 

The shaft hole diameter of the fan is 

held within + 0.005 in. as cast — 

foColebtetorstet Mordor) Mielec me) Melt Mitel. s 

metals commonly used in die casting, 7 s | ZINC DIE CAST FAN 
zinc alloys rate highest in ; a oe 
dimensional accuracy. and less expensive to — 


produce than aluminum 
sand cast fan. 


DIE CASTING is the Process 
ZINC, the Metal 
BUNKER HILL, THE PREFERRED ZINC 


EASTERN SALES AGENTS «+ ST. JOSEPH LEAD COMPANY * 250 PARK AVENUE, NEW YORK 17 


BUNKER HILL 99.99+% Zinc 


SALES OFFICE FOR PACIFIC COAST * THE BUNKER HILL COMPANY * 660 MARKET STREET, SAN FRANCISCO 4, CALIF. 
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CASE HISTORIES FROM 
MT. VERNON FILES ) 
€ 


“Brain” stops new Electrolux automatically! 


The minute this new Automatic Electrolux Cleaner with light weight and holding to such close tolerances 


has absorbed so much dirt it can no longer operate that little or no machining ts reqiured to finish them 
at high efficiency, it stops and the cover pops open Mt. Vernon can help you make the most of these 
Replacing the sealed paper dust bag with a new one 
sets it up for further operation. It is one of several 


exclusive Electrolux features which includes 20‘ 


and other die casting advantages by a complete 
four-fold service of: (a) consultation—to help with 
design and production problems; (b) die making 

greater suction power than any machine the com- 
pany has ever made. This is due in part to the in- 


on modern tool and die equipment handled by skilled 


personnel; (c) castings—aluminum and zinc, guar- 


creased speed and power of its electric motor 

The additional power and the automatic features 
of this new cleaner were not, however, achieved at 
the expense of added weight, because it is remark- 
ably light for an appliance of such power and flexi- 


anteed “on grade” at all times; (d) machining facili- 
ties—for handling any machining operations your 
castings may require. As in the case of Electrolux, 
a switch to die castings may profit you tremen- 
dously. Let’s talk it over 


bility. By using die castings for the motor frame, 
elbow and adapter, both weight and manufacturing 
costs were kept down. As you can see these parts 
are complex. The motor frame alone, for example, 
involves apertures of various sizes and shapes, lugs, 
curved members, straight members, flanges, fillets, 
vanes and shoulders all combined into a very light- 
weight yet extremely rigid, strong unit. The other 
parts, although smaller, are also “toughies”. But 
die casting is the most economical method of pro- 
ducing these intricate parts which combine strength 


MT. VERNON 
DIE CASTING CORP. 


STAMFORD, CONNECTICUT 


STAMFORD, CONN.—Mr. Anker Anderson, Cascade Road 
GUILDERLAND, N.Y.—Mr. David H. King, 75 Willow St 
BALTIMORE, MD.—Coarey & Gordon, 919 St. Paul St 


EAST ORANGE, N.J.—Mr. George E. Hah!, 37 So. Munn Ave 
ROCHESTER, N.Y¥.—Mr. William Sauers, 101 Briarcliff Rd 
SKANEATELES, N.Y.—Mr. Jerome J. Theoboid, ? E. Genessee St 
CLEVELAND, OHIO—Mr. Grand Eller, 6 East 194th St BALA-CYNWYD, PA.—Mr. G. T. McMaster, Lianberris Apts. C-! 
BROOKLYN, N.Y.—Mr. Robert V. Moore, 23/7 Plumb 2nd St BOSTON, MASS.—Mr. James Cleary, 6] Exeter Street 
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Few melting cost factors 


are more important than 
Eclipse top-firing type double I T 4 t - i T re) t 
chomber dry-hearth furnace | Se] 
SP ‘a 
ia cee 


Eclipse side-firing double 
chamber dry-heorth furnoce 


7 
Y Eclipse hydraulic-tilting double chomber 
dry-hearth furnace 


SEND new Bulletin C, illustrating and de 
scribing 9 Eclipse crucible and double 
chamber dry-hearth furnaces thot offer 


custom-design efficiency for most metal 


INDUSTRIAL 
FURNACE 
DIVISION 


melting operations 


NAME 


COMPANY 
ECLIPSE FUEL ENGINEERING COMPANY 


1123 Buchanan Street, Rockford, Illinois 
ECLIPSE FUEL ENGINEERING CO. OF CANADA, LTD. 
20 Upjohn Road, Don Mills, Ontario 


STREET 


ro 
| 
| 
| 
| 
| 
| 
| 
| 
I 


CITY STATE 
For more information circle No. 52 on the Reader Service Card 
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A section of the Supermet Division plant 
where miniature, close-tolerance gears 
and other parts are compacted to high 
density on Stoxes presses. 














Stokes vacuum furnaces, available in a range of sizes, such 
as this Model 437-520, enable special alloying under 
vacuum, as well as the melting of metals susceptible to 


oxidation in normal atmosphere. Write for literature 











Enlarged 2'4 times...the smaller steel gear is made 
to Commercial Grade 4 specifications, the larger 
one is made to Precision Grade 1 specifications. 
Both are pressed to 95% of theoretical density, 
are hardened to 30N64-69 specifications, and 
have tensile ratings of 130,000 psi. 





Close-tolerance, powder metal parts 


pressed to high density at Supermet 


Globe Industries, Inc., is the world's largest manu stantial service, yet all are regarded as ‘dependable 


facturer of miniature precision motors. The Supermet machinery with very little down-time 


Division, Dayton, Ohio, 1s a modern well-equipped 
, : Typical of the Stokes line of equipment for powder 
powder metal pressing plant...supplies high-strength, é 
, oa . metal pressing 1s the Model 640 embodying such 
close-tolerance gears for a variety of Globe's needs, ,; ga 
: =. features as independent press adjustments and direct 
as well as parts for other customers. When production ; ‘ 
: : reading calibrations, making it exceptionally easy to 
of these precision parts was changed to powder metal : : 





: set up and to control from one centralized location 
pressing substantial cost reductions were effected 


It, too, 1s designed for close-tolerance tooling and 1s 
The Stokes equipment at Supermet includes one Model uniquely suited for multi-level die work 
94, two Model R-4’s and two Model F-4's with 
; If you are now making metal parts by conventional 
a third F-4 now on order. Some have already seen sub : 
machining methods, it will pay you to investigate the 


powder metal process and to call on the Stokes Ad 
visory Service. This complete service can assist you in 


letermining production costs can handle complete 





laboratory production for sampling includes de- 
FOR METAL-WORKING PLANTS sign and fabrication of punches and dies, and recom 
mendations for types of equipment. Write for con 


plete information and literature 


Powder Metal Press Diviston 
F. J. STOKES CORPORATION 


5500 Tabor Road, Philadelphia 20, Pa 


Vacuum plating, in Stokes Vacuum Metallizers, produces a 
bright, attractive, metallic finish at far lower cost than 
electroplating. A complete line of self-contained, centrally 
controlled systems is available. Write tor literature 
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There's a Good Reason’ j 


wHyY 


—™ 


ZINC Di Castings & 


are so widely used - 


at WILLCOX & GIBBS 


'sCOMPL 


This unbelievable complexity of shape was readily achieved 
in this sewing machine top frame through a single ZINC Die 
Casting. Willcox & Gibbs engineers incorporated features 
which would support dozens of critical parts to operate a 
mechanism moving at 5,500 rpm with incredibly fast starts 


and stops—and without vibration. 


This rugged commercial sewing machine has to meet high 
performance demands for seaming, hemming, edging and 
serging operations at lightning-fast speeds—day-in, day-out 
utility—for fifteen years and more. Only ZINC Die Casting 


could provide these exacting requirements. 


All sides of this top frame have numerous cored openings 

(the cores being pulled in four directions) that simplify assem- 

bly and help to make the “Superlock”’ sewing machine so 

efficient. There are many advantages in this ZINC Die Cast- 
With eight knurled and threaded steel bushings, a : . s , 
steel bracket, a large, double, bearing frame, and a ing that may provide answers to some of your production 
copper tube cast into the top frame as inserts, this is 
probably one of the most complicated ZINC Die Cast- 
ings ever to come out of a die caster's shop. The result then see a commercial die caster. 
is COMPLEXITY with a purpose, and ZINC Die Casting 
takes complexity for granted. 


problems. Send for our free folder **Zinc Die Castings” and 


THE NEW JERSEY ZINC COMPANY 160 Front Street, New York 38, N. Y. 
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eee 
OLD costly machined sprocket 


SINTERINGS 


NEW sintered iron shoe 


NEW sintered iron sprocket 


Sing Sinterings Raised Part-Life 400% 


SCHOLAR BANGS, Western Editor 


| OT knowing how carefully an 
owner will treat a chain saw, 
McCulloch Motors Corp. of Los 
Angeles, Cal., built one designed 
to stand up under rough treat- 
ment and minimum maintenance 

They switched to sintered metal 
for the driving sprocket and 
clutch-shoes on their lightweight 
model D.44. 

The company also saved money 
on costs. 

The original clutch had four 
asbestos liners and brought com- 
plaints of liner-bond failure. For 
this reason, even though the part's 
life span was as good as McCul- 
loch’s competitors, it did not sat- 
isfy their engineers because of 
these costly assembly operations: 

1. Preparing liner-bond 
adhesive. 
2. De-greasing metal sur- 


faces to receive adhesive 
3. Warming parts to re- 
ceive adhesive 

4. Placing liners 

5. Baking shoe and as- 
bestos liner. 

The asbestos liners were re- 
placed by four iron sinterings, a 
substitution that has apparently 
made everybody happy including 
the chain-saw users who now get 
more for their money 


SINTERED SHOES 
. 400% 


Production cost less .... 47% 


Life increase 


There was an unlooked for gain 
in the switch to sintered shoes 
better lubrication in sliding areas 
due to the oil-pickup character- 
istics of sintered metal 

As might be expected, success 


in the first try led McCulloch's 
engineers into exploration of 
other areas in which sinterings 
might save money and give bet- 
ter wear 

They focused attention on tl 
saw’s driving sprocket, a 
chined part which drove 
chain-teeth 

Recommendation: Test a 
tered iron unit which might 
place the machined sprocket 

Density of the sintered sprocket 
was between 93% and 95%, light 
er than the machined part, but re 
sults were surprising 


SINTERED SPROCKETS 
1. Life Expectancy increased 
10% to 205 
2. Manufacturing costs reduced 
by 43 
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EXPERT who gives 
us fasts on future 
needs of invest- 
ment castings in 
missiles and 
planes, author A. 


H. Langenheim. 
(WPAFB Photo 


THUNDERBIRD 
photo shows 
planes like those 
which use invest- 


ment cast parts. 


Official U.S, Air 
Force Photo 


N interview with one of the best informed civil- 
L ian staff members of the Manufacturing Meth- 
ods Branch, Air Material Command, at Wright- Pat- 
terson Air Force Base 

Q: Mr. Langenheim, can you mention a few 
of the many uses of investment castings in air- 
craft and missiles? 

A: Yes, there are: bomb supporting hooks, leading 
droop edge hinges, gun mount fittings, rudder actu- 
ator fittings, splice fittings, control surface hinges, and 
ground handling equipment. There are also a number 
of jet engine parts, such as buckets and vanes. 

Q: Why use investment castings for the first 
group of parts? 

A: They are usually cheaper because they need 
less machining and have greater dimensional ac- 
curacy. Also, there are many parts which cannot be 
made economically by any other process. 

Q: Why use them as engine buckets and 
vanes? 

A: Because accuracy is needed on airfoil surfaces, 
especially very thin, hollow-center vanes. 

Q@: How were hollow-center vanes once 
made? 

A: Usually of sheet metal. Sheet stock was formed, 
bent over, and welded. 

Q@: What was wrong with these vanes? 

A: When under load, a flutter was often detected. 


*Production Process Specialist, Wright-Patterson Air Force Base. 
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LONGERON splice fitting. 


GUN mount fitting 


This was normally damped out by a casting because 
a casting’s crystal structure absorbs vibration with- 
out passing it on. Sheet metal’s fibrous structure sus- 
tains the vibration and conducts it 

The investment casting frequently gives the best 
product, closest to the finished size and shape 

Q: What types of castings are needed by 
American makers of military aircraft if their 
products are to be the best in the world? 

A. Many more than we have now. I want to see 
one casting replace a bunch of assemblies, and do it 
with greater saving in weight and cost 

Q: What changes do you recommend? 

A:New shapes. Many casting designers are still 
living in the 19th century and are using antiquated 
reference sources like the old fashioned catalogs of 
wrought steel shapes. Designers should adapt new 
systems to other forms. 

Q: What wrought steel shapes are being 
used inefficiently? 

A: For example. There is the ancient I-beam. It is 
used, habitually and traditionally right now, in cases 
where other shapes would be a lot more beneficial. 

Q: Can you suggest a more desireable 
specific shape? 

A: Yes. The tubular shaped beam has passed static 
and fatigue tests and been found stronger and lighter. 
Possibly, it is more expensive, but it makes airframe 
lubrication processes easier than the I-beam. 





LEADING edge droop hinges 


Q: How about weight reduction? Is it pos- 
sibie to save money when weight is cut on mis- 
siles and aircraft? 

A: Any weight reduction at all on missiles and 
military aircraft is very important 


As for figures, it boils down to this: The saving of 
one pound of weight in the construction of an air- 
plane or missile is a saving of from $40 to $100 in the 
total cost of the aircraft. 

Q: Can you explain how this works? 

A:For example: 100 pounds off the weight of the 
engine means that lighter pylons can be used. This 
makes the wings themselves lighter. It goes on from 
there 

Q: What are the future needs of both mis- 
siles and manned aircraft? 

A: They are extensive. Some of these castings can- 
not be produced at the present time. But first, I 
would like to see a 200 pound investment casting. Or 
one bigger than that. 

Q: Is there a current disadvantage to invest- 
ment castings? 

A: They are small! 

Q: What are the problems of making large 
castings? 

A: They need large patterns; and large patterns 
lack strength. 

Q@: Can you suggest a remedy? 

A: Yes. Perhaps frozen mercury or high strength 


CONTROL surface hinge 


RUDDER actuator fittings 


plastic may be the one way to make large parts by 
investment. They are much more self supporting 

Q: And is it important that some way be 
found to make larger castings? 

A: Yes. Absolutely! The future of the trade will 
have to be in larger castings if they want to improve 
their tonnage in the aircraft field 

Q: Can you analyse this for us? 

A: Certainly. There is a greater potential use for 
investment castings than has ever been considered 
before. I believe that in the long run, investment cast 
ings will save a great deal of money 

Q: What do you need to make this possible? 

A: We need new materials, with higher prope: 
ties. We need and want more steel investment cast 
ings. And we want stronger castings 

Q: How strong? 

A: Today we are using steel castings with an 
ultimate strength-range from 180,000 psi to 200,000 
psi. Our objective is to get a casting range from 280 
000 psi to 300,000 psi, ultimate tensile strength 

Q: How do you think this will be achieved? 

A: Money must be spent on research and develop- 
ment of high powered steel alloys! Maybe we need 
new heat treating cycles or a new method of 
molding. Elongation should be worked up to a satis- 
factory figure 

But castings must be larger! 

Continued on page 114 
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DIE CASTINGS 


1. TEMPERATURE CONTROL on the shot sleeve of a cold 


chamber die casting machine. 1) pouring hole, 2) thermo- shown is 6” in 


couple, 3) molten metal and 4) water cooling. The sleeve 
diameter 


Heat Control in the Die Casting Process 


By A. F. BAUER* 


N the die casting process, 

molten ‘metal is forced into a 
steel die to make the castings. 
Since the temperature of the 
molten metal as it enters the die 
is about 100° F above its melting 
point,-and the temperature of the 
castings as they are removed 
from the die is 300° F to 600° F, 
the casting-die becomes a_ heat 
exchanger. The die casting proc- 
ess then is one of heat exchange 
and heat balance. 

The amount of heat which en- 
ters the die with every shot is re- 
moved by radiation and conduc- 
tion. 

Temperature controls are used 
in ‘tthe aging or heat treating of 
castings when this is done and 
in the heat treating of dies and 
tools. 

TEMPERATURE CONTROL 

OF MOLTEN METAL 

An indicating-controlling or in- 
*Assistant General nager, Chief En 

sineer, The. D Jarv vision, Na 


nal Lead Company 
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dicating-controlling-recording po- 
tentiometer type instrument is 
generally used to control melting 
temperature. For pot melting, the 
thermocouple, in a cast iron 
sheath, is inserted in the pot of 
molten metal 

In reverberatory furnaces it is 
placed in the bath through an 
outside well. A proportioning type 
instrument is not practical in 


FIVE PLACES WHERE 
HEAT MUST BE CONTROLLED 


1. The alloying room where metals 
are heated and superheated. 

2. The holding furnace. Molten 
metal is held at accurate tem- 
perature for casting. 

. The dies, where heat exchange 
usually takes place. 

. Injection mechanism. This in- 
cludes nozzles of machines cast- 
ing zinc, and plunger and sleeve 
in machines casting aluminum. 

. Preheating inserts where they 
are used, 








these cases because the furnace 
load varies too much 

During the run-in or tryout of a 
new reverberatory, an optical py- 
rometer can be used to check 
the temperature and in some 
cases a limit control should be 
used to prevent over-heating 

Thermal inertia of large 
masses is used in the die cast- 
Relatively 
amounts of new metal are added 


ing process small 
at one time to the casting machine 
holding pots. This helps to main- 
tain constant pot temperatures 


TEMPERATURE CONTROL 
COLD CHAMBER SLEEVE 
AND PLUNGER 
The temperature of shot sleeve 
and plunger have a great effect 
on the quality of aluminum die 
castings. These parts are not tem- 
perature controlled on average 
size die casting machines. The 
plunger is always water cooled, 
but the cold chamber sleeve usu- 





CORE PULL 
EJECTOR DIE COVER DIE 


THERMOCOUPLE 





THERMOCOUPLE 


CORE PULL 


2. SCHEMATIC DIAGRAM of thermocouple placement in 3. CONTROL PANEL fo: 
a die casting die. Control should be at critical points in 


sleeve, die, hydraulic sy 
the die 


all controlled 


ally has no cooling at all of heat must be applied t 
It adjusts itself to a tempera nozzle at all times, especially du: 
ture which represents an equili 


ately as possible 
ing periods of slow or nonops 
brium between the  heat-input tion 


iixed injection cy« 


o which the molten 
from the molten metal and the A typical approach is to heat n njected absorbs the 
heat loss by radiation and con the nozzle with one or more gas uperhea hile filling, and wher 
duction flames and as the speed of ope 


As a result the shot sleeve is ation 


and under the high pres- 
of the die is established the sure of 
usually too cold when small die operato1 


ection, it also absorbs 
regulates the gas valves the heat 
castings are produced and often until, by the appearance of t the 


overheated when heavy and large sprue plug, he can tell that it 


of solidification 
casting has frozen, 


opens d and the casting ejec 


castings are made. This overheat operating properly soon as the metal is 


ing of the shot sleeve increases This method has its disadvan enough to sustain itself 
wear and maintenance and is the tages. There is always the tend The temperature of the casting 
major cause of breakdowns of the ency to overheat the nozzle, es die during this period is impo 
injection system on large die cast- pecially during down time. Thi tant. If the die is too « 
ing machines makes for short nozzle 

For plunger diameters of more poor casting quality 
than 4”, therefore, water cooled A much better approach is to tions will have misruns 


and temperature controlled shot use a nozzle heated with 


ish of the casting will be 


will show run marks, o1 


resist- s too hot the 
sleeves were introduced to insure ance elements integrally cast on ) ters. the cast 
proper clearance and operating the outside or sheathed around it , 

conditions between plunger and in some manner and controlled Continued on 
sleeve. Such a water cooled and by a thermocouple and pyrom 

temperature controlled — shot eter. The best temperature cat 

sleeve with a bore diameter of 6” be determined and held constant 

for castings between 40 and 70 with a longer nozzle life and bet- 


pounds aluminum is shown in ter production as a result 


ee DIE TEMPERATURE CONTROL 
CONTROL OF NOZZLES Temperature control within 
The temperature of the nozzle the die itself is not easy to ac 
in zine die casting machines must complish. It is general practice 
4. BOLOMETER RECORD for three 


complete cycles during the casting of 
aluminum. 


be controlled to prevent nozzle 
overheating or freezing of the 
zinc. In most cases a small amount 
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SINTERINGS 


Introducing A Startling 
Process Which Promises 
To Become Very Important 


Making Strip Metal 
rom Metallic Powder 





TYPICAL PROPERTIES OF POWDER METAL STRIP 
PRODUCED BY ROLLING VS STANDARD MATERIALS 





Strip 
Thickness 
in Inches 


Tensile Strength Elongation 
psi % in 2" 


Material 





Copper 
Powder 0.0106 40,100 
Standard 0.40 32-40,000 
Nickel 
Powder 0.007 55,800 
Standard —— 55,000 
lron 
Powder 45,800 
Standard 49,500 
Aluminum 
Powder 0.010 16,700 
Standard 0.062 13,000 
70-30 Brass 
Powder 0.020 54,000 
Standard 0.020-0.050 45,000 


Mone! Meta! 
Powder 0.005 75,800 
Standard a 70-85,000 


18-8 Stainless 


Powder —_———— 108,000 
Standard —_—— 80-90,000 











BY: WILLIAM N. HAYDEN* 
JOHN D. SHAW** 
WALTER V. KNOPP** 





Editor’s note: The following article is a conden 
sation of a paper presented at the Metal Powder 
Association — American Society for Metals Sym 
posium, November 7, 1957. 








HE first suggestion that a solid strip could be 
made directly from metal powders came about 
1900. In the 1930’s at least two patents were issued on 
processes that contemplated rolling strip from sin- 
tered compacts. Continuous rolling of powders started 
about 1942 in Germany, but it was not till after 
World War II that publicity was given to this process 
The production of low cost metal powders by 
hydro-metallurgical methods heightened interest in 
the direct production of strip from powders. Using 
the Chimco technique for powder production and the 
German techniques as basic methods, Hayden Metals, 
Inc., set up a research and pilot operation in Salem, 
Ohio, to develop economical and practical methods 
of strip production. 

This operation by Hayden is in co-operation with 
the Fluor Corp., Whitaker Metals Corp., and E. W. 
Bliss Co. Other companies directly interested are: 
Chemetals Corp.; Sherritt-Gordon Mines, Ltd.; Syl- 
vania Electric Products, Inc.; and some of the major 
ferrcus and non-ferrous powder producers in the 
United States. 


*HAYDEN METALS, INC 
**S.-K-C RESEARCH ASSOCIATES 
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In the present pilot plant, powder is fed to a roll 
ing mill where it is compacted to less than full den- 
sity, but into strip strong enough to be handled 
From the mill, it may be rolled into coils for batch 
annealing, or may be fed directly onto the belt of 
a continuous sintering furnace. The operations which 
follow sintering, such as annealing, and cold or hot 
re-rolling, etc., adhere to standard practices 

The thickness of the strip formed from powders 
varies with roll diameter, roll gap, and the proper- 
ties of the powder. Other factors, influencing strip 
thickness are: softness of the powder; roll speed; 
particle size; additions of lubricant; and the roll 
surface finish. 

While powders may be rolled to full density before 
sintering, it is usually undesireable since expansion 
on sintering may cause internal flaws. Stresses may 
be set up that will cause fracture and minute amounts 
of entrapped air might cause rupture. Ideally the 
density of the green strip should be such that no 
expansion or shrinkage will occur during sintering 

In the work done thus far on copper powder, hot 
rolling is practiced since this has shown the greatest 
economies in fabricating. 

The present pilot plant has a capacity of fou 
tons per day. Present plans call for the first produc- 
tion unit to have a capacity of 50 tons per day. This 
will tie such a rolling plant into a powder producing 
plant using the Chemetals process at peak efficiency 
for the powder production. 





Let DOLLIN Engineers CY ia 
Get the most out of your . Jl, Pal 2) 
Die-Casting Designs rch 


—at the lowest possible cost! 





LARGE CASTINGS 
Aluminum castings made on large cold chamber 
type high-pressure machines. Large zinc castings 
made on large plunger type machines. 





Send blueprints, specs or samples of your parts to 

Dollin for study and quotation, without obligation. 

Based on more than 25 years’ experience with , 

thousands of die-cast parts and problems, most ‘SMALL ZINC CASTINGS 


likely suggestions can be made that will cut piece 1000 per Ib. to 3 per Ib., made on fully-automatic 
costs—include fastening elements—reduce machin- machines. More design latitude than other high- 
speed methods—attractive tool costs and piece j 
ing and assembly operations—increase strength— prices | 


or improve appearance. 


Zinc and a ro a” 
Aluminum Bui 
Dollin Corporation 614 So. 21st St., Irvington 11, NJ. 
oston + Buffalo + Canton « Charlotte « Chicago « 
DIE-CASTINGS Bice 


For more information circle No. 49 on the Reader Service Card 
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OXYGEN REGULATOR is a collection of assembled die left. Because of the fact that die castings make up most of 


castings with the single exception of the inlet seen at its structural parts, it is less costly 


Exacting demands of 


military and commercial 
specifications dictate ... 


IE casting was the only way 
to combine a lightweight 
material, integral lettering, easy 
gasketing, less machining, and 
low final cost. That’s why engi- 
neers at Alar Products, Inc. 
choose to use die castings in the 
Al4 Pressure breathing, diluter 
demand type oxygen regulator. 
It provides flyers with the cor- 
rect mixture of oxygen and air, 
automatically at any altitude, 
from sea level to 33,000 feet, and 
pure oxygen to 45,000 feet. This 
precision instrument, which meets 
exacting military and commercial 
aircraft requirements, is made 
with die castings because: 


1. INTEGRAL LETTERING 


The selector dial is a combina- 
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Four Goo 


tion of two aluminum die cast- 
ings. If the part were to be man- 
ufactured by other means, sev- 
eral extra assembly operations 
would be required. But, more im- 
portant, die casting avoided the 
possibility of rejects. 

The operating directions, see 
Figure 1, are cast into the dial. If 
stamped, some parts would be re- 
jected and an extra handling op- 
eration would be needed. This 
demonstrates the advantage of 
buying a die casting; a complete 
part. 


2. EASY GASKETING 

The castings used in the pres- 
sure reduction stage and second 
stage, where oxygen is mixed 
with air, are assembled one on 
top of the other. Operation of the 


d Reasons Why Die 


regulator depends on the fact that 
the joint between the castings is 
air tight when assembled. The 
two die cast stages have such 
smooth surface and exact toler- 
ances that only a single rubber 
gasket is necessary to seal them 
This precision, found in die cast- 
ing, eliminated a machining op- 
eration to provide these close tol- 


erances 


3. LESS MACHINING 

The regulator, with its many 
die castings, shows the exacting 
tolerances and finishes obtainable 
with the die casting process. Nec- 
essary machining is shown in Fig- 
ure 3, which shows the two 
stages in the as-cast and as-ma- 
chined stage. 

Fourteen drilling and tapping 





PAIR OF BODY CASTINGS at left are 


stage. This illustrates in detail, the differences in castings 


seen in the as-cast 


- 


as they come 


Lower casting 


astings Pay For Themselves 


operations are necessary to pre- 
pare final 
assembly and painting operations. 

The spline fitting, on the ox- 


ygen-air 


the second stage fo1 


mixing stage, IS In ex- 
ample of a cast part that would 
othe 
means. The only finishing opera- 


be costly to duplicate by 


tions necessary are the applica- 
tion of a conversion coating and 
final painting. This finishing op- 
eration is standard on the com- 
plete unit. 


4. LOW FINAL COST 

The low final cost of the regu- 
lator is lowered further by the 
use of other die castings. The di- 
luter lever, used in the diluting 
of oxygen with air, on the pres- 
sure reduction stage; the screen 
frame for the air intake; and the 
mounting bracket, are typical ex- 


amples of the mass production of 
trend especially designed, quality 
parts at the lowest possible cost 
Early 
fulcrum on the pressure 
tion stage, Figure 2. This alumin- 
um alloy casting corroded with 
time. The part is now investment 


models had a die cast 


reduc- 


cast in a copper base alloy. 

The company drills and reams 
three holes to maintain total tol- 
erances, two more being cored in 
the casting. The fulcrum 
guided by a single hole. 

Built to military specifications 
and supplied primarily to the mil- 
itary services, the Al4 regulator 


pm 1s 


operates on inlet pressures from 
50 psi to 500 psi, and tempera- 
tures as low as —65°F. Inlet pres- 
sures up to 2000 psi can be ac- 
commodated with special units 


from the die 


and the few changes needed 
is seen finished, at right 


1. LETTERING is cast in part 


\ 


2. GASKETING is easier 


3. FINISHING is reduced 


4. SPLINE fitting cuts costs 





MAXIMUM sensational new 


witn OVER 1000 DIE CASTING MACHINES 


ECONOMICAL 
TO OPERATE — 
WITH MINIMUM 


ELECTRIC OPENING 
ae) ace), | STROKE 
CONTROLS WITH 
Pte] vile 
TIMING 


SUPER HIGH 
PLUNGER 
SPEEDS 


SUPER HIGH 
INJECTION 
PRESSURES 


BUILT 2 WAYS — 
PLUNGER 
GOOSENECK OR 
COLD CHAMBER 
INJECTION 


SOLID STEEL 
DIE PLATES 
UP TO 24” x 24” 
5” THICK 


SELF CONTAINED 
HYDRAULIC SYSTEM 
WITH OVERSIZED 
ACCUMULATOR 
BOTTLE, HEAT 
EXCHANGER AND 
PUMP FILTERS 


Models HP-12 and BH-12 have 100 tons 
die locking pressure and 124%,” x 154%” 
clearance between bars. 


Models HP-15 and BH-15 have 200 tons 
die locking pressure and 154” x 1544” 
clearance between bars. 


Kux MACHINE COMPANY pry bn nfo 


6725 North Ridge Avenue, Chicago 26, Ill. 


Kux die casting machines, write for 
catalog today. 


Builders of a full range of die casting machines . . . from 25 tons to 1000 tons in size. 


For more information circle No. 78 on the Reader Service Card 
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Zinc alloy die castings canbe riveted,spun,or staked to make 
a cheap, secure, permanent assembly. 
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SHELL MOLD CASTINGS 


The old way 
is harder and 
more expensive . 


The new way 
is easier and 
economical, proving .. . 


~ OOPERATION between de- 
C sign engineers and experi- 
enced foundrymen let Dorr-Ol- 
iver reduce a complicated five- 
step assembly to a simple two- 
step operation, drilling bolt holes 
in stringers and fastening blades 
in place. The redesign resulted 
in an appreciable cost saving. 

When the company set out to 
improve rake design on _ their 
Type H Rake Classifier, manu- 
facturing and assembly methods 
were examined. The hoe-like 
blades were simple, flat, cast 
plates of type 316 stainless steel. 
Milled slots and accurately drilled 
holes were required for assembly. 
First in the re-examination of 
the design was a warping problem 
which frequently appeared when 
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MORE EFFICIENT assembly at lower cost was secured when the rake assembly 


on 


this classifier was redesigned. A 


three 
expensive machining, welding and bolting was replaced by a 


piece assembly which required 


single casting 


When Designers and Foundrymen 


brackets, used to support the 
rakes, were welded to stringers. 
This problem was solved by Dorr- 
Oliver engineers in cooperation 
with the foundry engineers at 
Cooper Alloy Corp. The foundry 
was able, through the use of resin- 
bonded shell provide 
castings which met design re- 
quirements and eliminated both a 
milling and a drilling operation. 

The function of the Type H 
gravity classifier is to classify 
into two fractions the solids in 
a liquids-solids suspension. Liquid 
containing the more finely di- 
vided solids overflows the lower 
end of the classifier’s inclined 
tank while the larger particles 
which settle to the bottom of the 
tank are continuously raked up 


cores, to 


the incline and discharged ove 
the highe Two metal 
called stringers run the length of 
the tank and 
power-driven rocker head 
the 
are guided by the rocker head's 


end. bars 


fastened to a 
Rake 


stringers 


are 


blades fastened to 
oval motion and move settled ma- 
terial up the inclined slope of the 
tank. Alignment of the rakes with 
the tank bottom is 
prevent scraping or excess clear- 


necessary to 


ance between blade and tank. 
The rake blade previously used 
was flat. To fasten it to the two 
stringers required a pair of brack- 
et pieces called “clip 
There were five steps involved in 
the assembly. Just the 
tion of warpage due to welding 
would be a material gain even if 


angles”. 


elimina- 











WELDED JOINTS frequently caused warpage of the angle 


supports for rakes. The rakes required a milling and drilling 


operation and fit was often difficult 


ork Together, 


all of the othe: operations re- 
mained. The assembly under the 


old order was: 


1. Two holes were drilled in 
one leg of each clip-angle 
to accept the bolts hold- 
ing the rake blades 
The blank leg of the clip- 
angle was welded to the 
stringer. 

Holes, corresponding to 
those drilled in the clip- 
angles, were drilled in 
the rake blade. 

Two slots were milled 
into each rake blade to 
accommodate stringers. 
When the rake blades 
were in place, assembly 
was completed by bolting 


The result—lower 


Costs Go Down! 


blade to clip-angles 

In the redesigned rakes, the 
supporting clips could be cast 
integrally with the blades; pro- 
vided the bolt holes were ac- 
curately positioned. The inner 
surfaces had to be smooth enough 
for accurate alignment 

The designers placed the cast- 
on brackets so that two identical 
rake blades could be bolted to the 
stringers with the same set of 
bolts by rotating the rakes at 
assembly. One blade has the 
flanges facing left, the other has 
flanges facing right. Thus the in- 
stallation of blades would require 
only drilling the proper holes in 
the stringer and bolting on the 
complete blades. 

The redesign contemplated 


A SINGLE CAST unit now replaces the three parts formerly 
used. The only machining operation is drilling the stringer 


costs 


rough slots and bolt holes cast 
into the rake blades. Both slots 
and holes were to be machined 
to size as second operations. Af 
ter studying the piece, foundry 
engineers suggested the use of 
precise plastic shell cores. Holes 
and slots could meet finished tol- 
erances without any machining 
The final casting requirements 
were: 
1. The rake blade castings 
were to be made of type 
316 stainless steel 
The inside face of each 
flange (where it abutted 
the stringer) required a 
smooth finish A.S.A 
Standard 250. 


Continued on page 115 
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GAGES used for checking tolerances 
and precision accuracy of die cast- 
ings as they are developed for use 
in a wide variety of industrial fields 
including the automotive 


The 
~~ 


Sad ? 


a 
A 
F 


PROTOTYPE die castings seen above 
represent a finished assembly re- 
cently developed at Erler. It is com- 
posed of as many as six zinc die 
castings ready for plating 


PLASTIC cover together with ejec- 
tor-duplicating models. This inter- 
esting’ pair have been developed for 
the automotive industries. They are 
destined for use in making an in- 
strument panel cluster. 
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The complicated task of getting 
various die development phases 
to co-ordinate has produced... 


Prototypes that Show 


rPYRADITIONALLY, pattern 
and model shops have served 

die casting producers by prepar- 
ing models and patterns for a 
variety of uses. Many times these 
jobs have been contracted with 
little between the 
various phases of the die casters’ 
tooling problems. Indeed, original 
maste1 might be pro- 
one shop, duplicating 
models by a checking 
fixtures by a third, contour blocks 
by yet 
With this established trend to- 
ward more complex shapes, heav- 
ier price competition, and de- 
mands for delivery and 
higher quality, a new concept of 
Pattern Shop Services has been 
developed. The Erler Pattern 
and Model Corporation of Toledo 
has pioneered the application of 
these expanded services and has 
found a new relationship between 
builder, die 
Although the automo- 
tive industry has shown the great- 
est need for this new concept, all 
manufacturing companies are ex- 


co-ordination 


models 
duced by 


second, 


another 


faster 


model caster and 


customer 


periencing the same increase in 
complexity, 
market for 


model builders 


providing a_ ready 


the services of alert 


Three-dimensional models, or 
partial models have been in use 
by die casters since duplicating 
machine tools have been avail- 
able. Difficult contours have gen- 
erally been developed in steel by 
duplicating the shape of a part 
from a hard plaster cast of a 
wood pattern. 

As parts have become more 
complex, not only has the pattern 
and plaster method been im- 
proved but many other functions; 
such as determination of parting 
lines, trimming, die design and 
checking are made available as 
a new service. The model maker, 
if sufficiently versatile, is in a 
position to produce not only the 
master model but the duplicating 
models complete — cover, ejector 
and slides. This is then followed 


through with checking fixtures, 


drilling fixtures and trimming 
pads. Accuracy in every step and 
multiple 


can be assured by 


economy of operations 
making one 
supplier responsible for all phases 


of production 


The extreme of this versatility 


is offered in adding prototype 


model production. This consists 
of producing complete prototype 
castings, or assemblies where re- 
quired, to allow the final customer 
to check for functional operation 
and appearance before production 
tools are finished. The production 
of temporary molds, the contract- 
ing for castings, machining, fin- 
ishing and plating, and the as- 
sembly of parts are all arranged 
by the model maker, who is in 
the best position to check dimen- 
sions and contours at this stage 
Where 
made, it has 
feasible to maintain plastic 


plastic pieces must be 


even been found 
mold- 
ing presses 

The first step in the cycle is 
still the production of an accurate 
die model. This can be built from 
part print, photo reproduction 
drafts, templates or any combin 


Where there are 


mating surfaces with other parts, 


of these things 


contour blocks are furnished to 
which the model must conform 
This is true in automotive pro- 
duction, where die castings fit 
against fenders, doors, hoods and 
various interior panels, and also 
in the home appliance field. Un- 
der ideal conditions, this master 
model is built to include the die 
casting shrinkage. The tolerances 
involved indicate that the model 
maker work with the 
same precision gaging equipment 
used by the die maker. These 
master models can be built to a 
tolerance of plus or minus .005” 
Wood is the traditional material, 
but brass and aluminum are 


must 


sometimes used. 


When the 


been approved for dimension, ap- 


master model has 











pearance and castability, dupli- 


cating models can be started. 


Hard, non-shrinking plasters or 
epoxy resins are used, the epoxy 
resins having more durability 
while exhibiting the same di- 


mensional stability as the plasters 
The veneer-on-plaste: 
method developed by Erler has 
proved to be an extremely dur- 
able and stable method for con- 
struction of the die cavity models 

The maker who is 
schooled in the production prob- 


epoxy 


model 


lems of the die caster can visualize 
and eliminate many future prob- 
lems as he builds up parting lines 
around the model. The three- 
dimensional character of the work 
gives a more complete view than 
that of a complete, but flat, draw- 
die. Metal flow, 
trimming die design, fin- 
plating and 
problems all can be studied at 
this point. The 
and custome: 


ing ol a part o1 
gating, 
ishing, assembly 
savings to die 
caster can be sub- 
stantial through the early deter- 
mination of draw 
angle, wall stock, unforeseen un- 


parting lines, 
dercuts, heavy die-wear areas and 
bad trimming conditions 

When a model has been built, 
for engineering purposes, without 
shrinkage, the model builder can 
shrink 
plicating model by a variety of 
Wall stock can b_ de- 


within 


incorporate into the du- 
methods. 


termined plus or minus 
.005” in furnishing both cover and 
ejector models. This relieves the 
die maker of stylus adjustments 
for wall stock. One ob- 


vious advantage in building both 


to allow 


cover and ejector models is that 
both 
duplicated 


halves of the die may be 
The 


slower method requires use of the 


simultaneously 


completed cover-half as a master 
for the ejector-half duplication. 
Still another advantage is the as- 
surance that the shut-off areas of 
the die face will match no matter 
how irregular the partings are 
because these faces on the models 
are cast one from the other. 


DIE CASTINGS 


Casting Design Fla 
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Checking fixtures for produc- 


tion inspection and quality con- 
trol use should be produced with 
reference to the 


Where odd 


tours are to be checked, the model 


dimensional 
master model con- 
shop can produce a set of eco- 
nomical pages of glass reinforced 
plastic. Bushings and wear plates 
are cast in position; plug gages 
and template accessories are at- 
tached to the base of the gage 
While this step requires the serv- 
ices of an experienced gage de- 
signer, the market for this serv- 
ice justifies his full-time employ- 
ment on the job. 
The use of cast resins 
permits the model shop to pro- 


epoxy 


such production items as 
trim nests, stud driving fixtures, 
contour blocks together with buff- 


ing fixtures. 


duce 






— 


< o— 











PERMANENT MOLD CASTINGS 























































































































MASTER DIE MODEL and plaster duplicating-models seen above are being used 


in manufacturing the automotive torque-converter housing 


The normal services expt ted 
trom a pattern ind model shop 
now include 

Master models 

Prototype parts, ass¢ mblies 

Duplicating models for dies 

Duplicating models for tru 

ming dies 

Contour blocks 

Checking fixtures and gages 

Production tools 

Die patterns 

The pattern or model shop has 
emerged from the small, special 
ized hand-craft shop to a position 
of great importance in the cyck 
from design board to product 
sale. At every phase up to the 
final product, the model make 


can offer a service cal 
simplify the problem of 
ing parts that fit 
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DATA OFFERED IN THIS MONTH’S ADS 


the Reader Service Cards on the facing page will 


get you these free reference materials. Circle the numbers and mail. 


Die Casting Machines—Bulle- 
tin P-10 from ABC Die Casting 
Machine Co., provides complete 
engineering data and prices on 
the company’s line of small die 
casting machines. 


Casting Supplies—Detailed in- 
formation is available on Re- 
frax Pots that retain heat; have 
less swelling and _ distortion; 
are tough, durable; and triple 
inspected. ACF Industries 


Dispersions — of colloidal 
graphite and other dispersed 
solids are listed in the latest 
Products List from Acheson 
Colloids Co. In quick-reading 
chart from, the list provides 
a resume of dispersions and 
their applications. 


Die Casting Furnaces—Infor- 
mation is available on the Ajax 
Engineering Company’s Duplex 
Ajaxomatics. For a complete 
casting cvcle the operator only 
has to push a button. At the 
completion of the cycle the 
operator removes the finished 
casting. 


Die Steel—Data on Potomac M 
Hot-Work Die Steel is furnish- 
ed in a concise four-page folder, 
from Allegheny Ludlum Steel 
Co. The folder includes certified 
laboratory information on 
physical characteristics. 


Dies & Related Tooling—A 
complete list of the facilities at 
Alliance Special Products is 
available with other informa- 
tion on dies and related tooling 


Die Casting Machines—Cata- 
log from American Die Casting 
Machinery Co., shows their 
complete line of die casting 
machines for zinc, tin and lead 


. Zine Alloys—Complete data on 
zinc-base alloys is available 
from the Metal Sales Dept. of 
The American Metal Co., Ltd 


Investment Casting—Informa- 
tion on the “Supercast” process 
of investment casting, that 
makes it possible for Arwood 
Precision Casting Corp. to guar- 
antee mechanical properties 
above ‘“‘Aircraft Quality”, is 
available. 


. Fluxes—for all metal melting 
industries are presented in 
technical literature from At- 
lantic Chemicals & Metals Co. 


Die Casting Machines—A com- 
plete catalog is available from 
B & T Machinery on their line 
of cold chamber and gooseneck 


type die casting machines 
which are designed and built 
to customer specifications. 


. Automatic Die Casting Machine 


—for small parts diecasting, 
features a 60 ton lock and has a 
1 lb. capacity. Information on 
this machine, that requires no 
operator and reaches produc- 
tion averages up to 1500 shots 
per hour, is available from 
DCMT Sales Corp., Div of 
British Industries Corp. 


Hydraulic Trimpress—Informa- 
tion is available on a fast hy- 
draulic trimpress that has 76 
cavity openings, 28 platen sizes 
and 12” stroke. Bausenbac Hy- 
draulics Div., Buffalo Metal 
Container Corp. 


. Custom Alloys—An engineer- 


ing handbook for metallurgists 
offered by Cannon-Muskegon 
Corp. gives complete data on 
their “UltraMet” and “Master- 
Met” alloy Service. 


Automation In Die Casting—A 
brochure from Cast-Master 
Inc., describes a multiple cavity 
loader-unloader that loads 
laminations, die casts, trims, and 
unloads 4 rotors automatically 


Fire-Resistant—Celanese Cel - 
lulubes are described in a new 
technical bulletin from Cela- 
nese Corp. of America. No 
pressure surges, no evidence of 
fire and excellent lubrication 
are the three main features 
Design Pointers—for Die Cast- 
ings is the title of a helpful 
booklet offered by The Chica- 
go White Metal Casting Co.., 
Inc. 


. 800 Ton—die casting machine 


Specifications and technical 
data is available on the new 
800 ton hydraulic die casting 
machine from Cleveland Auto- 
matic Machine Co. The machine 
will produce castings up to 20 
lbs. aluminum; 46 Ibs. zinc. 


Die Casting Complicated 
Shapes—with Tadanac Zinc; 
an alloy ideal for low tem- 
perature high speed operation, 
is discussed in literature from 
Consolidated Mining & Smelt- 
ing Co. of Can., Ltd. 


Die Cavity Sets—A 12-page 
brochure from the Detroit 
Mold Engineering Co. gives 
complete prices and specifica- 
tions on six standard sizes of 
cavity sets for die casting. 


. Special Castings—The facilities 


of the Crucible Steel Co. of 


America, Special Cast Products 
Div., for producing specialized 
tool steel castings by the in- 
vestment and other processes 
is presented in an informative 


booklet 


. Thread Guard—Literature de- 


scribes Thred-Gard, a high 
temperature anti-seize com- 
pound. The compound elimi- 
nates seizing and galling of 
threaded connections and 
screwed fittings to tempera- 
tures of 1200° F, Crane Packing 
Co 


. Water-Cooled—sprue bushings 


and spreaders are described 
with complete specifications in 
a data sheet from Detroit Mold 
Engineering Co 


. Thermometers—Precision ther- 


mometers featuring direct- 
drive bi-metal coils which 
eliminate gears and linkage, 
are presented with complete 
engineering data in Bulletin 
No. 5 from W. C. Dillion & 
Co., Inc 


Furnaces—Bulletin C, from 
Eclipse Fuel Engineering Co 
illustrates and describes 9 cru 
cible and double chamber dry- 
hearth furnaces custom-de- 
signed for most melting opera- 
tions 


Die Profiler—Price List DV-18 
from Engis Equipment Co., de- 
scribes the Di-Profiler, a flexi- 
ble shaft reciprocating tool for 
grinding, filing, scraping, hon- 
ing, lapping and polishing 


Trimming Press—Federal Press 
Co. introduces its new Federal 
55 Press, which features over- 
size dimensions to handle bulky 
jobs, in a catalog which gives 
specifications on the company’s 
complete line 


Specialty Lubricants—Bulletins 
describing Fiske’s 231 Die Cast- 
ing Compound and other spe- 
ciality !ubricant are available 
from the Fiske Brothers Re- 
fining Co 


Four Technical Bulletins— 
are available from Gries Re- 
producer Corp. Engineering 
data and illustrations present 
the company’s complete line of 
products and services 


Furnace Refractories—Com - 
plete technical data on refrac- 
tory materials for repairing and 
lining melting furnaces is of- 
fered by Harbison-Walker Re- 
fractories Co 


Continued on page 124 
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AT YOUR SERVICE 


THE FOLLOWING WOULD LIKE TO GET © EACH MONTH 
P 1 


YPES OF PARTS CHECKED BELOW 


THE MOST MODERN Reader 
Service Department in the pub- 
lishing industry is staffed, 
equipped and trained to serve 
you at PMM. Automatic equip- 
ment processes your requests 
and shoots them on for fuilfill- 
ment within hours after receipt. 
The materials you want get to 
you fast. 


JANUARY. 1958. Do not use after 4-15-58 


THESE TWO CARDS are your 
tickets to this prompt service. 
Use them to secure details about 
any item in this issue that has 
a key number. These are: 


ADVERTISEMENTS—a show- 
case of the latest in com- 
ponents, equipment and 
techniques. 


NEW PRODUCTS — brief 
descriptions of significant 
new production and proc- 
essing aids. 


USEFUL LITERATURE — offer- 
ings of new catalogs, data 
books and other valuable 
reference materials. 
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FACTS AT YOUR FINGERTIPS 


SUBSCRIPTIONS to PMM are free 
if you are 1) management, engi- 
fleering or purchasing personnel 
in a plant that 2) produces or 
uses precision metal molded 


parts. Just fill out this order card 
COMPLETELY and mail it. 


These two Reader Service cards 
will bring you copies of any 
literature offered or described in 
this issue. To use them: 


1. Every ad and literature item 
has a key number. Circle the 
number(s) on the card that cor- 
responds to the item you want 


more facts about. 
2. Fill out the card COMPLETELY. 


3. Drop it in the mail. No postage 
needed. PMM will do the rest. 


IMPORTANT: To get materials 
offered in this issue, use only 
the two Reader Service cards 
bound in this issue. Be sure to 
mail them before the expiration 
date printed on the reverse side 
of the cards. : 





‘ 





Bal we tel Jott tira tem ilall lallal- 
methods, equipment and 
rast: bacdae OMe en 1 -2e mn Ge Maal Letallal # 
assemble, surface 
condition or surface coat 
role deat tiela Maal hf lMiaalelicl se 
parts are presented here 
ball Milalesivicl-. mm -UlMt-| letelalel. ta 
rover Ia: balelal- Mh. sallosal 

convert a raw casting to 


FW alall- fal-le Mel aelele lent 


Electrostatic paint spraying cuts, finishing 
costs for The Hoover Co. /see page 6! 
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LET WAGNER 
TURN 
YOUR NICKEL 


Le 
DOLLARS...4 


In these days of a rising and falling nickel mar- Wagner Brothers, pioneers in nickel anode re- 
ket. you’re smart to keep every nickel anode 
working in its designed position. Nickel spears, rightful profit. Our reputation is your assurance 
swords and stubs not in the bath—or improperly of highest metal quality, low dross loss and turn- 
placed—cut into your fair profit and it’s impor- around delivery and the cost of this service is 
tant you put that scrap back to work turning pennies per pound. To get started on the road 
nickels into dollars. The answer, as proved by to cost reduction, simply fill 
hundreds of satisfied customers in the past ten 
years. is recasting. 


casting, offer you an opportunity to regain your 


out the coupon 
below. The detail vou furnish us will expedite 
proper handling of your order. 


WE HAVE ELECTROLYTIC NICKEL ANODE SCRAP FOR RECONVERSION 


Stubs, average length a inches; weight (less hooks) ———— 


Swords,- average length : inches; weight (less hooks) 


___._—s— pounds 


Shipment can be handled in C) strapped bundles () drums i 0) by truck 


NAME TITLE 
COMPANY. 
ADDRESS 











MANUFACTURERS ANO PROCESSORS OF ALL METAL-FINISHING CHEMICALS, ANODES, AND EQUIPMENT 


400 MIDLAND AVE., DETROIT 3, MICHIGAN 
CHICAGO «+ CINCINNATI) «+ CLEVELAND © INDIANAPOLIS © WEW YORK + ROCHESTER » GRAND RAPIDS 


LING SLIS 


For more information circle No. 150 on the Reader Service Card 
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DIE CASTINGS 


1. REPRESENTATIVE DIE CASTINGS that go into a domestic vacuum cleaner 


Functional correctness must be combined with a superior as-cast surface finish 


Finishing Consumer Goods 


Q* consumer goods the finish 
must be good. There are many 
methods that may be used to fab- 
ricate a part for correct function- 
ing. But when proper functioning 
must be combined with a finish 
that is acceptable to the buying 
public, then very often die cast- 
ings are the only answer 

On the model 65 vacuum clean- 
er made by the Hoover Company, 
this combination of function, fin- 
ish and economy has been an- 
swered by the use of a number 
of aluminum die castings 

Finishing of die castings is not 
limited to securing a pleasing sur- 
face. It must include all machin- 
ing operations that must be done 
after the casting has been rough- 
trimmed. Often a good designer 
can limit these operations to the 
least expensive ones such as: 
drilling, tapping, reaming, facing, 
and a few others. Milling is al- 
ways avoided when possible, 
since it is about the most expen- 


sive operation performed in a 
machine shop. Broaching is also 
costly, as are some grinding op- 
erations 

The group of castings shown 
in figure 1 can all be finished 
economically. Each part was stud- 
ied, first from a functional point 
of view, and then to determine 
how many machining operations 
could be avoided either by a 
slightly more complex casting die, 
or by modification of the design 
so that the part as-cast would be 
adequate 

A further study of the parts, 
at the design stage, must be made 
to determine how surface finish- 
ing operations will be done. An 
original design may require hand 
polishing and buffing, while a 
modification, possibly a _ very 
slight one, will allow the use of 
fully automatic polishing and 
buffing equipment. 

Now, once parts have been de- 
signed for the mest econmical 


2. A MODEL 65 Hoover vacuum 
cleaner which usé¢ I 


die castings shown 


method o 
most economical 
dures, the types of eq 
which the necessary oper 
will be done must be considered 

The mass productien of 
sumer goods items, such as the 
vacuum cleaner being considered 
as an example, must have every 
possible operation done automati- 
cally. Hand labor is just too ex- 
pensive. For example, where 
holes in the casting are to be 
drilled and tapped it may be 
that a relatively standard ma- 
chine such as the Kingsbury 
shown in figure 3, where all of 
the holes in the handle bail are 
drilled and tapped in a single op- 
eration, can be used 

One operator to load and un- 
load the machine is all that is re- 
quired, and this operator need 
not be highly skilled. In other 
cases it may be best to build up 
a special machine using standard 
components that operate in timed 


Continued on next page 
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See six phases 
of Hoover's 
finishing line. 


sequence. The decision can only 
be made for each part and will 
depend partly upon availability 
of machines and components, on 
company policy and on design 
life. 

By the time the castings have 
been fully machined they have 
taken on a coating of oil, chips, 
dirt and other soil. They must be 
cleaned. The type of cleaning and 
washing equipment used will de- 
pend upon the material from 
which the part is made and the 
finish that will be applied later. 
When paint is to be applied, it 
is possible, and may be desirable, 
to use a cleaner that will etch the 
metal surface slightly. This is par- 
ticularly true when no conversion 
coating is used. The etched sur- 
face will provide a better tooth 
for paint than a smooth one 

A further complication in most 
manufacturing plants is that a 
wide variety of different metals 
must be cleaned. If one were to 
choose the “best” cleaner for each 
case, a plurality of washing lines 
would be installed. Economically 
this cannot be done and the usual 
method is to choose washing and 
cleaning equipment and materials 
that will give an adequate and 
clean surface in all cases. In the 
washer shown in figure 4, parts 
of many types can be treated. No 
etching of the surfaces will take 
place and any metal part that is 
used on a vacuum cleaner can be 
processed. 

Following washing and drying 
the polished aluminum parts that 
will receive no further surface 
finishing go directly to assembly. 
The other parts are routed to the 
painting department. Automatic 
painting is used exclusively: 
formerly the handles were dip 
coated, but that process was ex- 
pensive and not completely sat- 
isfactory. When hand operated 
spray guns were used, six or 
more spray booths were required 
to maintain production. 

The older spray system has now 
been replaced by a Ransburg 
electrostatic unit. This change in 
equipment has permitted all paint 
spraying to be done in a single 
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3. MINIMAL MACHINING is required when die cast parts are used. Here 
handle bails are machined on a Kingsbury machine 


6. RECIPROCATING spray disc allows painting of parts 
up to about 4 ft. long. With proper racking these handles 


are unitormily painted 


booth. Paint consumption is now 
reduced by about one-half due to 
an almost complete absence of 
over-spray, and the paint film 
thickness is far more uniform. A 
further advantage is that highly 
skilled labor is no longer re- 
quired. Usually only one man per 
shift is required for attendance 
at the spray booth. 

In the spray system used, the 


rotating disc which discharges 
the paint oscillates in a vertical 
direction. The amplitude of the 
oscillation can be set from zero 
to about four feet so that even 
very long parts such as the clean- 
er handles can be coated. As the 
parts pass in front of the spray 
gun they rotate and this move- 
ment, combined with the verti- 
cal motion of the discharge disc, 














> 


u 


4. WASHING follows all machining operations. All chips 
and soil must be removed and the surface prepared for 
painting 





5. ELECTROSTATIC paint sprayi 
on a mono-rail conveyor, Com}; 
assured 

= is 


® @ : €e 


a Regt SRE" 
he 


bean ecm 


7. ASSEMBLY can be on a production line because the 8. 100°° INSPECTION is necessa 
die cast parts are so accurate that complete inter appliances. Here the cleaners 


changeability is assured for motor operation and grour 


insures complete an ifort radiant heating for curing could 
paint coverage The final stages are, of cours shock 
After painting, all parts pass assembly and testing. Parts and Also, 
through a baking oven where the sub-assemblies are fed to the final spection 
paint is dried and cured. The dry- assembly line. A portion of the then 100 
ing oven is in two stages. The assembly is shown in figure 7 tor ope! 
first stage for solvent evaporation Inspection of consumer goods for other 
and pre-drying and the second can be highly critical and expen as air flov 
stage for final drying and curing sive. Where any electrically op Wher 
Convection heating is used for erated device is used there may prevails 
the solvent evaporation stage and be no ground. Any failure whicl 


less 


methods are 
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FOR DEBURRING e DESCALING e GRINDING « BURNISHING e POLISHING e FORMING RADII 
MICROINCH FINISHING e RUST-INHIBITING « WORK-HARDENING 


has the right 


barrel finishing 
equipment 


ALMCO’S “ADVANCED DESIGN” SERIES 

Thirteen great models in this series! These 

machines feature a wide range of variable 

speeds (infinite from 6 to 30 r.p.m.), mak 

ing possible economical deburring and finishing of the greatest 
variety of parts. Each unit has Almco’s exclusive design features 
and rugged construction to stand up under all types of punishing 
applications 





SUB-O-MATIC 

AUTOMATED SYSTEMS 
MULTI-COMPARTMENT Almco's exclusive submerged unit is an 
BARRELS automatic assembly line’ system for 

Do vou have these deburring and finish micro-precision deburring and _ finishing 

ing problems — wide variety of parts or of small parts in quantity. Saves labor, 


“FIXTURE” TYPE BARRELS 





Pioneered by Almco for processing large 
and intricate parts. Custom designed fix- 
tures hold parts securely, prevent part- 
on-part impingement and allow abrasive 
action to reach all surfaces, cavities, slots, 
etc. Barrels have automatic forward and 
reverse controls. Almco also offers inte- 
grated materials handling systems for 
further barrel finishing economies 





small quantity runs where fixtures would 
be too costly? Or short to medium cycle 
runs where you could re-use compound 
for several runs? Lack of floor space for 
several machines? An Almco custom 
designed multi-compartment barrel may 
give you a cost-saving answer. Automat 
forward and reverse. Any combination of 
compartments and doors 





speeds up processing and flow of high 
production parts. One man for example 
can operate this equipment and handle 
as many as 192 barrel loads per 16 hr 
day. Slashes compound expense to mini 
mum because compounds can be re-used 
for days at a time. These submerged sys- 
tems can also be obtained in non-auto- 
mated, straight line systems 





CUSTOM-DESIGNED BARRELS 
Almco designs and manufactures spe- 
cial barrels of all types for problems 


where 


standard equipment cannot be 


effectively used. These range from the 
smallest type to the largest fixture bar 


rel 


as the 60” diameter x 60 


SMALLER MACHINES 


Twin barrel machines manu- 
factured by Almco are the 
standard of the industry for 





length barrel shown above. Special large 
diameter barrels with double flat or 
triple flat doors are also available to 
accommodate extra large parts and to 
allow abrasive media to flow freely 
over the outer periphery of the part 
Your special problems may be solved 
with one of Almco’s custom-designed 
barrels. Material handling systems can 
also be closely coordinated with special 
barrels. 





shops processing small lots of 
parts and for companies with 
large lots of small parts. Also 
ideal for sample processing, 
barrel finishing research and 
development work, and as 
auxiliary equipment. These 
units are Almco engineered 
to the highest specification 
standards and include opera- 
tional and safety features 
found on larger Almco ma- 


chines. 


ALNCO 


DIVISION OF QUEEN STOVE WORKS, INC. 
71 Marshall Street « Albert Lea, Minnesota 


Almco deburring and finishing machines 
are ruggedly constructed to perform 
on a round-the-clock basis. They in- 
corporate the best engineering design 
required in the industry — your assur- 
ance of versatility and economical proc- 
essing of work ports. Optional equip- 
ment includes material handling devices 
and systems, automatic forward and 
reverse, double or triple flat doors, sin- 
gle and dual timer controls for auto- 
matic delay starting and stopping, per- 
forated drain doors for flushing an 
rinsing, unloading devices, etc. Also a 
full and complete line of Almco Super- 
sheen barrel finishing compounds and 
media of all types made especially 
for use with Almco precision barrel 
finishing equipment. 


YOUR SAMPLE PARTS PROCESSED without 
obligation in this modern Almco test lab! 
Simply write on letterhead for address of 
nearest Almco lab or send parts direct to 
Albert Lea, Minn. Enclose specifications de- 
sired. Complete free report includes rec- 
ommendation. 52 PAGE BARREL FINISHING 
HANDBOOK SENT ON REQUEST. 


Sales and Engineering Offices in Chicago, Detroit, Los Angeles, 
Newark, New Haven, Philadelphia and London, England. 











Designers and Builders of all types of Barrel Finishing Equipment for the Metalworking Industry 


For more information circle No. 130 on the Reader Service Card 
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K SPE CIAL:IST—One who devotes him- 


self to some special branch of activity. 


At Northwest our “special branch of activity” is 


solving your cleaning problems. 


Behind your friendly, competent Northwest Sales Engineer stands a 
Remember — YOUR COST PER FIN- reputation for providing industry with low-cost, analytically-correct, 
ISHED ARTICLE IS THE TRUE COST job-adjusted chemical cleaners. 
OF YOUR CLEANER. 
Northwest's production-tested chemicals 
and “Right the first time” recommenda cleaner for your specific needs have come such developments as 


tions will save you money. Northwest the LO-HI pH PROCESS-—for cleaning prior to plating, painting, or 
Service is as close as your phone 


‘ \ 


From Northwest's years of experience in formulating the RIGHT 


vitreous enameling; ALKALUME PROCESS -—for preparing aluminum 
and magnesium for finishing and spot welding; INTERLOX PROCESS 
—for phosphate coating; SPRA-LUBE—to control over-spray of ‘“‘to- 
day's"’ paints in water wash paint booths; PAINT STRIPPERS— 
specific to your needs; SUPER-DRAW & FLUID FILM—for draw- 
ing metals. 


Northwest products are manufactured on the west coast by— 
ALERT SUPPLY COMPANY ° Los Angeles 


For more information circle No. 145 on the Reader Service Card 
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1, TEN-KEY model add- 

ing machine, seen 
above, is encased in an 
aluminum die-cast 
housing. Finished in the 
new hard-dull colors, 
this machine is attrac- 
tive. Its die-cast case 
seen at right, before and 
after finishing, needs no 
pre-finish machining be- 
fore painting due to the 
smooth surfaces. 


The designers made it 
possible to market a 

newly styled line of 

office machines with 

added appeal because... 


HEN the Burroughs Corporation, with head- 
quarters in Detroit, Michigan, began looking 
for new styles in office and business machines, thei: 
first step was to conduct a market survey. Results of 
this survey were incorporated into the new design. 

And what did the survey indicate was wanted by 
people working in various offices all over the world? 
It showed that there was a great desire for color, 
something to add vivacity to office atmosphere. 

This information set Burroughs’ finishing experts 
to developing a new type of smooth, attractive finish 
which they have dubbed the hard-dull finish that 
creates no glare or reflection. 

But the best surface on which this firm’s staff found 
this finish could be applied effectively was the 
smooth, almost perfect surface of a die casting. 

True, sand castings could have been machined 
and polished off until smooth enough to take the fin- 
ish without showing their rough, sand-grain pitted 
surfaces... but cost would be astronomical. 

The new finish is also called by another name. It is 
the Decorator color and is applied in Capri Coral, Al- 
pine Blue, Sea Mist Green, and Amber Grey. White 
is found only on the Ten-Key machines. 

The designers wanted a modern, functional piece 
of office equipment which was simple and attractive 
in appearance. They feel they have reached this goal 
with their new colors, especially the pastel, smooth, 
hard-dull finish now being applied to their machines 

The first appearance of the new finish came with 
the introduction of the Burroughs Ten-Key electric 
adding machine in March, 1955, followed by use on 
its Director line of adding and accounting machines 
in March, 1956. The new colors are applied in a series 
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2. BIG DIRECTOR line of electri: 

adding machines is represented 
by the above machine housed in 
aluminum die-cast case seen at 
upper right, and coated with the 
newly developed hard dull paint, 
seen at lower right. The Director 
line is multiple-total, with var- 
ious capacities. Colors chosen 
were picked on the basis of popu 
lar 10-key line colors, hues picked 
as a result of the extensive sur 
vey conducted 


ie Castings Can Be Color 


of steps on an electro-static spray finishing line. The 
component die-castings which are eventually as 
sembled to make up the Burroughs machines, are 
hung on a conveyor which carries them through the 
spray areas, ovens, and drying rooms. The parts are 
carried at a rate of 10 feet a minute 

The conveyor line has 300 hooks and makes a com- 
plete circuit in one hour, setting the production rate 
for the finishing operation. As many as 600 Ten-Key 
machines per hour can be painted by hanging two 
on each hook. 

Before being painted, the parts first go into a de- 
tergent cleaning bath. They are sprayed for one min- 
ute with water heated to a temperature of 160°F 
Next they get a minute-long cold rinse. The chilled 
parts are then bonderized to prevent corrosion and 
to prepare the surface of the casting for the finish 
ing coat of hard-dull paint it is about to receive. This 
bonderizing is done in a 16‘; solution 

Again, they go through the cold water rinse for 
one minute. Then these castings get a fast cleaning as 
they are rinsed in chromic acid for 45 seconds. This 
neutralizes any of the bonderizing solution which 
might be retained on the part’s surface. 

Last step in the pre-finishing line comes next when 
the castings move into a heating oven for a period of 
10 minutes. Temperature in there is held at 300°F 
After the parts leave the heating oven, they are al- 
lowed to cool and are removed manually from the 
line’s hooks. 

They are then re-hooked onto the painting line 
This begins with a hot electro-static spray-coat. The 
paint is atomized and charged onto the surface of the 
castings at a temperature of 150°F. This spray op- 





4 DIE-CAST case for 


this Director mod- 


el machine 


seen 


above, has been coat- 


ed with the 


hard- 


dull finish without 
any finish-machining 
operations before- 


hand. The. original 


die casting is seen at 
right. The painted 


housing Is seen 


lower right 


Finished Without Machining 


eration lasts for only 10 seconds before the parts 
move on 

After the coat is deposited on the casting’s surface, 
a very necessary operation takes place which gives 
the hard-dull color its smoothness and even tone 
This is a period known as “flow-time”. It is during 
this space of 15 minutes that the paint moves ove 
part’s surface, evening itself by means of its own nat- 
ural viscosity so that a consistent thickness of the 
paint film is obtained before drying. 

On the die castings, as they are now being finished 
at the Burroughs Corp. plant, this film is deposited 
and spread over the casting’s surface in a layer that 
is one and one-half mils in thickness 

At the end of the 15 minute flow-time, the coated, 
still-wet parts are carried on the conveyor into the 
baking oven 

They move slowly through the oven, being trans- 
ported from it after a period of 30 minutes. By this 
time the finish coat is firmly set and baked hard 
The oven is maintained at a constant baking tem- 
perature of 400°F. After leaving the oven, the die 
castings, now covered with the specified coating of 
hard-dull finish, cool slowly as they pass through 
the open air at room temperature. When they become 
cool enough to be touched, the parts move to an area 
where they are checked for surface touch-up. 

Even though die-castings have a_ traditionally 
smooth surface, there are small depressions and per- 
haps, even a rough spot or two which may be found 
on some of them. Thus, after cooling, they are check- 
ed by men who go over the newly applied coating, 
looking for any roughened areas on the casting’s 
surface. These are carefully sanded until they are 


at 


smooth enough to pass Burroughs rigid tests 


As fo any ol the slight depressions sometimes 
found in die castings, these are located quickly and 
filled with putty. 

After each and every low spot is filled with putty 
and rounded off, the castings are set aside while the 
filler dries. After hardening, any excess putty is 
carefully sanded away 

After sanding, the parts are again hung on the long 
conveyor line and move to the electrostatic spray 
booths for their second coat of hard-dull finish 

Paint, chosen from any one of the several hard 
dull colors, is electrically charged and deposited on 
the parts. The temperature of the atomized paint is 
stl maintained at 150°F. There is a very good rea- 
son for this high paint-temperature 

It is economical 

It makes the paint much more fluid and avoids a 
need for a large amount of thinner. This saves mix- 
ing time, labor costs, and avoids a fire hazard 

The second layer of paint is the final, finishing 
layer of hard-dull coating. It is deposited in a time 
period of 10 seconds 

Parts then re-enter the baking oven where the 
second, all-important color-coat is baked on at a tem- 
perature of 400°F, making this finish firm and abra- 
sive resistant. After 30 minutes in the oven, the 
coated die-castings are conveyed into a cooling area 
where they remain until the heat dissipates. After 
cooling, they are stored until needed in assembly 

Rates of production are high on Burroughs’ fin- 
ishing line, with up to 600 Ten-Key housing parts 
being processed per hour; or, 300 of the larger, Direc- 
tor cases per houn 
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Se NEW PRODUCTS AND DEVELOPMENTS 


Want complete details on ihese announcements? Use the 
Reader Service Cards. You'll find them facing page 58 of this issue 


SMALL DIE CASTING MACHINE IS FULLY AUTOMATIC 


The first, commercially avail- 
able, fully automatic small die 
casting machine will produce 1 Ib. 
zine alloy castings at production 
rates often exceeding 1500 shots 
per hour. 

The DCMT RAM Automatic 
manufactured by DCMT Sales 
Corp., Div. of British Industries 
Corp., is designed to perform all 
operator functions in a fool-proof 
manner. Operations include ma- 


SINTERING PRESS SIMPLIFIES SET-UP, TOOLING, CONTROL 


The new Stokes Model 640 50- 
ton multiple-motion powder metal 
press provides extra cost savings 
through simplified tooling, cen- 
tralized set-up and control, and 
maintenance-free design. The 
press, manufactured by F. J. 
Stokes Corp., includes the follow- 
ing features: 1. The addition of 
a second independent upper 
punch. This makes possible the 
production of uniformly dense 
flanged parts with double hubs. 
Greater flexibility of punch timing 
and powder transfer are also as- 
sured; 2. All motions of a cycle 
are controlled by sequence con- 
trolled timing; 3. Single-cycle con- 
trols are standard equipment. This 


simplifies tool set-up and permits 
parts with inserts to be compacted 
readily; 4. Standard equipment 
also includes a under-fill or pre- 
pressing control. This permits re- 
positioning of powder in the die, 
and thus aids production of multi- 
ple-level parts. The puffing of 
ends, when thin parts are being 
compacted, is also eliminated. 
The press is designed for full 
50-ton ejection breakaway, com- 
bined with full support of the 
part. One actuating lever for both 
lower punches in compression, 
breakaway, or injection assures 
simultaneous ejection by both 
lower punches. 
Circle No. 206 on Reader Service Card 


NEW BARREL FINISHER HAS MULTI-USES 
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The Multi-Function Fixture 
Barrel is a single piece of equip- 
ment capable of doing many jobs 
of barrel finishing and deburring. 
This especially designed barrel, 
manufactured by Speed-D-Burr 
Corp., comes in sizes ranging up 
to 120” ID. and can be used in 
any of three ways. 1. For large 
loads it may be used as a single 
cavity barrel. 2. Insertion of an 
optional compartment type con- 
tainer, into the main barrel, pro- 
vides six or more separate divi- 
sions, each capable of holding a 
different job and type of media. 
3. The placing of a custom hold- 
ing fixture provides an economical 


chine cycling, die cleaning and 
lubricating, inspection for foreign 
matter in the die, water control, 
replenishing molten metal sup- 
plied to the machine and picking 
off castings. The machine operates 
positively and automatically on 
every cycle with split-second tim- 
ing. Elimination of operator vari- 
ables increases output ond im- 
proves casting quality and finish. 


Circle No. 205 on Reader Service Card 


means of finishing parts up to 
118” in length. Any of these 
changes can be made quickly 
The entire top three-panel sec- 
tion may be easily removed for 
placement or removal of large 
work pieces or holding fixtures, 
or for inserting the compartment 
section. The cover is held in place 
by cam-action lever locks, and is 
leak-proof. In the opposite panel 
are two inspection doors offer- 
ing accessibility to all compart- 
ments. These doors are self-con- 
tained, hinged to the barrel, and 
have positive action locks. 
Circle No. 207 on Reader Service Card 
Continued on page 70 





HILLSBORO, ILL., PLANT 
Prime Western, Brass Spe 


MONSANTO, ILL 
ELECTROLYTIC PLANT 


FORT SMITH, ARK., SMELTER 
P e Vv . 8 e 


DUMAS, TEXAS, SMELTER 
P me Weste 1. rs} e 


xrodes 


You get 


speedier service 


from the Z I N ty Central location of 
vA@)\\ ha American Zinc plants assures 


prompt deliveries of slab zinc to 


any point in the nation. 


PRODUCERS OF 


ALL GRADES OF SLAB ZINC 


ZINC ANODES (Plating & Galvanic) 
METALLIC CADMIUM 

SULPHURIC ACID 

LEAD-FREE and LEADED ZINC OXIDES 
ZINC CARBONATE 

GERMANIUM DIOXIDE 
AGRICULTURAL LIMESTONE 
CRUSHED STONE 


Distributors for AMERICAN ZINC, LEAD & SMELTING COMPANY 


Columbus, Ohio e Chicago e St. Louis e New York e Detroit e Pittsburgh 
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NEW PRODUCTS— 


continued from page 68 


DRILLING MACHINE 
. . . is for extra accuracy 

Precision tool room drill press- 
es, featuring a production type 
tables with lifting mechanism and 
multiple head floor type bases, 
have been announced by The 
Electro-Mechano Co. 

The machines are designed to 
provide a moderately priced drill 
press for precision work in lab- 
oratory or production. Features 
include: Spindle run-out held to 
a minimum; accurate table 
squareness to the spindle; a spe- 
cially selected chuck; continuous 
variable speed control system. 
Circle No. 213 on Reader Service Card 


STRIP CHART RECORDER 
... features instant 
operation 
The Marksman strip chart po- 
tentiomete! 
stantly 


recorder functions in- 
without warm-up. 
The manufactured by 
West Instrument Corp., will re- 
cord any that can be 


unit, 


variable 
transformed into an electric signa! 
through 
pH, temperature, 


transducers strain, 
pressure, etc 
It operates at 115, 208 or 230 
volts and requires no additional 
transformer 

automatic 
standardization, thermocouple 
break cold junction 
compensation, adjustable chart 
speeds without changing gears. 
Circle No. 219 on Reader Service Card 


Features include 


protection, 





OF KALAMAZOO 


GOOD MACHINERY SINCE 


‘82 


MODERN Seyytained/ GRINDER-POLISHER 


Hammond Variable Speed 
(1500 to 3000 RPM) Polishing 
and Buffing Lathe. Models 
up to 50 HP available. 


1T64Z2DQOUGLAS AVENUE 


Hammond Cyclone Dusko- 
lector. One of a wide line Air 
of Cyclone and Filter Types. 


Hammond Backstands. 10 
and Spring Tension 
Models to choose from. 


Write for Catalog No. 
60 showing America's 
most modern and 
complete line. 


KALAMAZOO, MICHIGAN 


See Us At The Plant Maintenance Show — Chicago Amphitheatre, 
Booth 1171, Jan. 27-30. 


For more information circle No. 137 on the Reader Service Card 
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100 TON SINTERING PRESS 
. . « has multiple action 


ANT 


A multiple action 100 ton pow- 
der metal been intro 
duced by The Dorst Division of 
Arnhold Ceramics Co. Fully me- 
hanical, the press has a hydrau- 
indicator, 100 ton 
ejection power and a 7 1/16” fill 

Controls are centrally located 


press has 


lic pressure 


with micrometer adjustment for 


floating die action; independent 
fill for tools with several fill lev- 
els; independent timing 


ment for compression from top to 


adjust- 


bottom; ejection adjustment. Pos 


tive stops support die, bottom 
punch and movable core 
ing final compacting. 


Circle No. 208 on Reader Service Card 


‘od dur . 


COMPLETE pH PACKAGE 
. . - for multi-station use 

A pH package for multi-station 
use is being offered by Analytical 
Measurements, Inc. The complete 
kit of 5 portable instruments, 
comes with carrying and 
buffer solutions, 2 buffer kits, 2 
extra probes and 2 sets of bat- 
teries. This entire package, de- 


cases 


signed to meet the growing need 
for multi-station pH control, sells 
for $500.00. 

Circle No. 212 on Reader Service Card 


FURNACE USES LIQUID 
GLASS 
... as a heating medium 

A new heating furnace, origi- 
nally built and introduced in 
Italy, uses liquid glass in a revolv- 
ing drum, as the heating medium. 
To be manufactured by the Bal- 
Tate Furnace Co., the furnace is 
designed to handle the heating 
of ingots prior to extrusion. 
Circle No. 215 on Reader Service Card 





FLAW DETECTION 
with high frequency 


The Ultrasonoscope is a com- 
non-destruc- 
other 


Instru- 


pact instrument for 


testing of metals and 
This 
ment, manufactured by the U1] 
O., 


its principle of op- 


tive 
materials compact 


trasonoscope uses electrical 
impulses as 
eration. The impulses are convert- 
ed to 


transmitted, by a 


mechanical vibrations and 


barium trans- 
ducer mounted in a probe, to the 
specimen being tested. A portion 
of the waves produced 
flected back to the probe by the 
of ‘the specimen o1 
which is The 
waves are then reconverted back 


are re- 


far boundry 
by any flaw met 
to electrical impulses where they 
are amplified and transmitted to 
The position of 
the deflections along the track of 
the time base is proportional to 


an oscilloscope 


the echo time. This gives an in- 
dication of flaw positions 


Circle No. 209 on Reader Service Card 


CONTROL MAINTAINS 
TEMPERATURES 
. . within spread of 1° F. 


A simplified proportioning con- 
trol has been introduced that 
makes it possible to maintain tem- 
peratures within a total spread of 
as little as 1°F 

The control, developed by As- 
sembly Products, Inc., con- 
trol temperatures anywhere from 
minus 200° to 3000° F., and may 
be used to monitor many other 
variables with precision. 

Designated Model 200, the unit 
can be mounted on table top or 
in a panel. 

Circle No. 211 on Reader Service Card 
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ULTRASONIC GENERATOR 
. . » for production use 

A ultrasonic cleaning generato1 
that will insoluble 
and contaminants quickly is 
ing manufactured by Branson UI- 
trasonic Corp. The Sonogen Mo- 
del AP-200 will easily wash out 
oil in sintered parts, blind holes, 


remove soils 


be- 


and complicated crevices 
The unit 
x iv", 


average 


Ss 
i 


x iy 
has an 


measures 
175 lbs., 
power output of 1 kw 
with a peak of 4 kw on pulses, 
and plugs into all standard indus- 
trial receptacles. 

Circle No. 216 on Reader Service Card 


weighs 


MOUNTED DIAMOND 
POINTS, HONES 
. now available 
A new line of 
is being 


+ 


industrial tool 
manufactured with 
mounted diamond points that 
range in size from 3/32” to 1” in 
standard 
and special sizes, by Abrasive 


Div Elgin National Watch Co 


Controlled concentration and 


diameter and hones in 


uniform distribution of virgin dia- 
mond in the resinoid-bonded tools, 
assure rapid cutting and long life 
Circle No, 226 on Reader Service Card 
Continued on page 82 


new @ , tr} - 3 


I Somatic) Fis 
RUBBER 
CONTACT 


PROVEN 


WHEEL 


INCREASES 
BELT LIFE 
UP TO 


200% 


& BETTER 


A NEW CONCEPT 
IN RUBBER 
CONTACT WHEELS 


651 Market Street 


CHICAGO RUBBER COMPANY 


unequalled 


erably 


It actually shapes itself to the work 


piece conforms to the most 


dificult contours covers more 


surface in a single pass 


@ CONFORMS BETTER—Grinds even odd 


shapes. Deep serrations aliow if 


onform rubber whee 


ke no other 
SAVES TIME—Cuts ntacts a 


greater area with each pass 


faste 


BELT LIFE UP 200% and Better-Pr 
tion tests prove it. It shells out 


and prevents glazing 


LEAVES NO PATTERN ON WORK 


Overlapping action eliminates stripe 
or pattern when more than one section 


s used 


LONGER — Made of 
rubber. If 


new 


LASTS 


wearing 


ong 


one edge weors 


reverse wheel and it operates as effec 


tively as ever 


Wrile 


It’s The WHEEL 


That makes 
the difference ! ! ! 


INC. 


Waukegan, Illinois 
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€ userut LITERATURE, CATALOGS, MANUALS 


any of these technical publications may be obtained by circling 
the appropriate numbers on the Reader Service Cards, Pages 58-59 


PROCESSES 


Investment Casting: 

Shaw Process Development Corp.—A booklet describ- 
ing the Shaw process is now available. The process 
differs from normal investment casting in that no wax 
is employed and accurate refractory molds are pro- 
duced direct from suitable masters or patterns Write 
on company letterhead to Dept. K38, Shaw Process 
Development Corp., Port Washington, N. Y. 


Die Casting: 154 
Apex Smelting Co.—19-page report. This report, which 
contains the findings of 31 die casting experts from 
11 European countries, discusses die casting ma- 
chines, die design and construction, metallurgy, foun- 
dry practice, finishing die castings, and management- 
labor relations. 


Sinterings: 155 
Reese Metal Products Corp.—A new booklet, “How 
To Cut Precision Parts Costs with the Remet Powdered 
Metal Process”, describes what the process is and 
does. Included are illustrations on good and bad parts- 
design factors and material specification charts. 


Die Casting: 156 
Gries Reproducer Corp.—The “Intercast” die-casting 
process, which permits automatic production of small 
hinged or linked parts in die-casting, without sub- 
sequent assembly, is described in a new folder. 


MATERIALS & EQUIPMENT 


High-Temperature Alloys: 170 
Haynes Stellite Co., Div. of Union Carbide Corp.— 
“Haynes” alloy No. 25, a wrought cobalt-base high- 
temperature alloy, is fully described in a 27-page bro- 
chure. “Hastelloy” alloy X is a nickel-base high-tem- 
perature alloy in both wrought and cast form. Both 
booklets have sections on physical properties, short- 
time tensile data, and stress-rupture and creep data. 


Diffusion Pumps: 173 
NRC Equipment Corp.—Bulletin DP-2 will help you 
select the high vacuum pump or pumps that are 
best suited to your needs. Operating principles, per- 
formance characteristics, design features, and dimen- 
sions, are given. 


Temperature Instrumentation: 174 
Serdex Inc.—A 6-page catalog presents design and 
construction details on the company’s complete line 
of humidity indicators, recorders and controllers. 


Heating Units: 175 
Ispen Industries—A new brochure describes ten ex- 
clusive design and construction features of the Ispen 
model B heat treating units. Features discussed in- 
clude alloyed ceramic heating tubes; facilities for cool- 
ing and quenching; automatic and semi-automatic 
mechanical loaders and unloaders; etc. 


Force Control Switches: 176 
W. C. Dillon & Co.—Bulletin 49E lists complete speci- 
fications and prices on the company’s line of Force 
Control Switches for controlling mechanical forces. 
electrically. 
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Hydraulic Fluids: 177 
Vickers Inc.—Bulletin No. 1300SA, “Selection, Opera- 
tion and Maintenance of Hydraulic Fluids for In- 
dustrial Machinery”, describes the characteristics of 
petroleum base and fire-resistant hydraulic fluids 
Technical data is furnished on how to select the best 
fluid for a given job, how to care for it, and what to 
do when trouble occurs 


Beryllium Oxide: 178 
The Beryllium Corp.—A new 8-page folder describes 
“Berylco” beryllium oxide a refractory oxide of the 
light metallic element beryllium. Included are dis- 
cussions on beryllium oxide powder, beryllium oxide 
crucibles, crucible wash and beryllium oxide shapes 


Vacuum Gauge: 179 
Consolidated Electrodynamics Corp.—Bulletin No. P9- 
11 describes a new sigle-station Pirani vacuum gauge 
with a contact meter. The meter, Type GP-115, mea- 
sures, on two scales, the total pressure of condensable 
vapors and permanent gases in a vacuum system 


Ground Tool Steel: 180 
Uddeholm Co. of America, Inc.—A stock chart on pre- 
cision ground tool steel contains complete information 
on air-hardening and oil-hardening types. Analyses, 
hardening instructions,: tempering curves, size tol- 
erances, and surface finishes are included 


Clearing Presses: 181 
Clearing Machine Corp.—Bullectin No. 234, a 48-page 
catalog describing the corporation's line of Straight 
Side Crankshaft Presses, contains a section on each 
of the following topics: Standard Construction, Fea- 
tures, Accessory Equipment, Press Selection, Specifica- 
tion Tables, and Special Construction 


Dispersions: 182 
Acheson Colloids Co.—A new products list has been 
made available that lists the product, dispersed sub- 
stance, carrier, solids content, particle size, consis- 
tency, density, diluent, flash point, and typical applica- 
tions in chart form. 


Industrial Models: 183 
PDD Corp.—A six page illustrated brochure presents 
the compeny’s facilities for the design and fabrica- 
tion of industrial prototypes. 


Refractories: 184 
Robinson Clay Products Co.—A new illustrated bro- 
chure, “Castable and Plastic Refractories”, is a quick 
reference to the company’s complete line of refactor- 
ies and vitrified clay products. 


Gas Generators: 185 
A. A. Straub Co., Ine.—Technical information and 
specifications are available on endothermic gas gen- 
erators for the production of gases used in maintain- 
ing equilibrium conditions during heat treating 


Conversion Factors Chart: 186 
Ainsworth Precision Casting Co.—This reference table, 
in wall chart form, includes such common conversions 
as inches to centimeters or watts to H.P. as well as 
many conversions that are difficult to locate in 
reference manuals 


Aad 


Continued on page 75 





For FINEST re i 
QUALITY And [Rp FMR SREP 
MAXIMUM ; 
PRODUCTION! 


Tie Bar Centers: 28” x 24” 
Tie Bor Dia.: 4” 
Die Plates: 6” x 44” x 30” 


Tie Bar Centers: 33” x 33” 
Tie Bar Dia.: 5” 


COLD CHAMBER AND S* a. Die Plates: 7” x 46” x 44” 


GOOSENECK Typ 
DESIGNED 





Tie Bar Centers: 3 
Tie Bar Dia.: 6, 
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DURACOAT 


for Die Castings 


PROTECTED 


UNTREATED 


CHEMICALLY 
POLISHED 


a) 





GOLDEN COLOR 





BRIGHT 


For chemically polishing, deburring and 
protecting zinc and aluminum die castings 





DurRacoatT® DCP-3 and -5. Zinc die cast parts can 
now be chemically polished by simple immersion. 
Costly hand or mechanical operations can be elimi- 
nated or supplemented with these solutions. Use 
for reclaiming stripped parts; prior to plating for 
brighter deposits and increased throwing power 
into low current density areas, and as a final finish. 
CHEMBURR® 3 and 5. For chemically deburring 
zinc die castings. Eliminates costly mechanical 
tumbling and hand deburring operations. Internal 
holes and threaded sections completely deburred 
and chips removed by simple immersion. 
DurRAcoaT® C, Liquid chromate product for 
producing bright, irridescent or golden protective 
finish on zinc die casting. Fast, simple, economical 
to use. Highest quality at lowest cost. 
ALCHROME® #1 and #2. Clear or yellow golden 
chromate finish for aluminum. Outstanding pro- 
tection. Can be used to replace anodizing where 
hardness is not a requirement. 
All DuRACOAT® products meet existing mili- 
tary specifications. 


Write for free technical data sheets 
describing products in detail. Send 
samples for free processing. 


HEATBATH 


CORPORATION 
Springfield 1, Mass. 
or 701 North Sangamon dtreet, Chicago 22, Illinois 


34 Years of Service to the 
Heat Treating and Metal Finishing Industry 


For more information circle No. 139 on the Reader Service Card 
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Fiore Masks for 
Precision PAINTING 


Spray decorating methods have 
improved so rapidly in recent 
years that you may 
not be aware of some 
time-saving, money-saving 
techniques now 
available, Today, 
special Fiore designed 
spray masks and 
fixture devices make 
possible single or 
multi-color decor- 
ation with precise 
registration on 


irregularly contoured products. 


| your product is judged on appearance 
lf ) you want best possible results 
you want a minimum of rejections 


CONSULT US 


Send for your FREE copy 
of our 20-page book 
which shows the different 
types of masks and 

gives case-study illus 
trations of their use 

Or send your samples 
and drawings for con 
sultotion and estimates 


Vat 1 ean] Ge gl (CODE Ea UN es 
269 41st Street al 
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USEFUL LITERATURE 


continued from page 72 


Synclinal Filters: 187 
Marvel Engineering Co.—A list of fire-resistant hy- 
draulic fluids, by type, brand name and manufacturers 
name, is available that recommends the correct syn- 
clinal filter for use with various aqueous base, syn- 
thetic and special fluids. 


Diamond Wheels & Tools: 188 
A.1.T. Diamond Tool Co.—Catalog No. 1056 furnishes 
a technical outline on the correct applications of 
diamond wheels. Advantages and disadvantages, size 
and use of diamond particles and the properties and 
characteristics of diamond wheels are included. 


Ultra-strength Steels: 189 
Climax Molybdenum Co.—l6-page booklet describes 
ultra-strength structural steels with yield strengths 
over 200,000 psi. Included is technical description on 
all grades of the steel 


Small Die Castings: 190 
Gries Reproducer Corp.—A leaflet, “This is GRC”, 
has been made available to aid in your understanding 
of the more than 67 different types of standard die- 
cast and thermoplastic molded items made by the 
company 


Vacuum-Melted Metals: 191 
Vacuum Metals Corp., Div. of Crucible Steel Co. of 
America—Technical information is available on vacu- 
um-melted metals that have cleaner, smoother sur- 
faces. The process also improves fatigue, creep and 
impact strengths, and reduces brittleness. 


Magnesium & Aluminum Alloys: 201 
Weliman-Buschman Co., 20-page catalog—The physi- 
cal properties and conforming specifications for mag- 
nesium and aluminum alloys are listed in this new 
illustrated brochure. Included are listings for perma- 
nent mold and rare earth alloys 


Air & Gas Drying: 202 
Cc. |. Hayes, Inc.—Bulletin 5703 presents technical 
data on a new concept in equipment for air and gas 
drying. The Molecu-Dryer, utilizes a super-induced 
conduction to obtain continuous operation without the 
use of blowers, heat exchangers, or purge gases 


Saturable Power Reactors: 203 
Barber-Colman Co., 32-page bulletin —Bulletin F-8383 
discusses Saturable Power Reactor uses, turn down 
characteristics, and the application of automatic con- 
trol to these units. 


Die Profiler: 204 
Diamantprodukter AB., 31-page manual.—The Diprofil 
Manual introduces to the toolmaker a precision in- 
strument for a variety of uses. The tool, its makeup, 
and operational technique are described. 


Presses: 290 
Federal Press Co.—Federal open back — inclinable 
presses are described in complete detail in a new 18- 
page illustrated brochure. Technical data, specification 
charts and special features are included for all of the 
company’s four major press classes: Standard, Dial 
Feed, Air Clutch and Special Presses. 


Valves, Baffles, Traps: 291 
Consolidated Electrodynamics, Rochester Div., 27-page 
brochure.—Bulletin 10-1 presents selection guides, di- 
mensional data, mechanical drawings, photographs, 
and operational information as well as complete de- 
scriptions, listing the features of each unit, for the 
company’s line of valves, baffles and traps. 

Continued on page 77 








Pallet Transfer 
Assembly Machine 


Standard Sections Permit 
Variety of Arrangements 


Syracuse Special system of pallet transfer provides 
wide flexibility and permits quick re-tooling. Stand 
ard 3, 4, 6, and 8 foot sectional ways with necessary 
end sections can be combined into practically any 
size of inline or island arrangement. All pallets are 
moved simultaneously and accurately positioned 
Standard accessories available for stud driving 
screw driving and sorting. Equipped with electrical 


sequence panel and control pancl as required 


Automatic Stud Drivers 
Quickly Adjust- 


able for Service 
Work or Wide Va- 


riety of Patterns 


Syracuse Specia Stud 
Drivers position and 


drive all stuc 


ously of + tk 

conveyor-to-conveyor cy 

cle W ice range of hole 
, 


patterns, quickly adjust 
able 
Head 
able to 
and to any an 
vertical. Contorms to 


trical standards 


For Recommendations, Send 
Details of Requirements 


Syracuse Special Machine Co. 


2901 E. Erie Bivd. * Syracuse 3, N. Y. 
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In the manufacture of zinc-base alloys 
at American Metal, Quality Control 

is a continuing effort... pursued 
through every phase of production... 
to ensure:that characteristics are 
rigidly controlled to give you 

sounder, more uniform die-castings. 


When you specify American Metal 
zinc-base alloys, you specify: 


Premium-grade raw materials e 


Sampling and testing at 
every production step e 


Careful supervision and 
efficient plant and personnel e 


Spectroscopic inspection e 


Backed by this Quality Control 
and years of know-how, 
American Metal delivers the 
precise zinc-base alloy you 
order ...when you need delivery. 


Technical assistance and 
iviatal-lamlanie)aaar-lelelame-leleleie 
American Metal Zinc-Base Alloys 
are available upon request. 


Metal Sales Department 
AMERICAN METAL CLIMAX, INC. 
61 Broadway, New York 6, N. Y. 


BOSTON e DETROIT e CHICAGO e LOS ANGELES 


nN 


INA 


FOR 
BETTER 
DIE-CASTING 


AMERICAN. 
Tarte 
ZINC-BASE 
ALLOYS 








USEFUL LITERATURE 


(continued from page 75) 


Vacuum Furnace: 
Richard D. Brew, Furnace Div.—Data sheets describe 
the new Model 420 Brew high vaccum furnace, which 
is capable of operation at 2200 C. Specifications and 
operating characteristics are included 


Coreblowers: 294 
Beardsley & Piper, 15-page bulletin ——The new Flexible 
Bulletin, No. 5015, carries information on the new line 
of Flexiblo Coreblowers. Technical data charts and 
illustrations for all models are included 


High Vacuum Gages: 295 
Consolidated Electrodynamics, Rochester Div., 24-page 
brochure.—Bulletin 9-1 provides complete technical 
information on thermal gauges, ionization gauges and 
a combination thermal-ionization gauge. Included are 
specification charts, tables and illustrations on all 
models. 


Mold Set Handbook: 

National Tool & Mfg. Co., 275-page catalog. National 
Mold Sets and Accessories, is the title of the mew 1957 
handbook for mold designers and moldmakers. This 
catalog-reference book contains detailed platen data, 
and charts on shrinkage, draft angles and hardness 
conversion. A copy may be obtained by writing on 
company letterhead to the National Tool & Mfg. Co., 
Kenilworth, N. J. 


FINISHING 


Electroplating: 157 
The Diversey Corp.—9 Ways To Cut Electroplating 
Costs” is the title of a booklet which brings together 
both new and old tricks-of-the-trade. The Booklet 
contains 12-pages of practical tips, ideas and short- 
cuts to better plating at lower cost. 


Filter Powder: 158 
MacDermid Inc.—Technical Data Sheet No. 28 de- 
scribes a filter powder that is compatible with bright- 
eners and never causes roughness in copper. Metex 
Filter Powder is an insoluble cellulose fiber which 
will not settle on the work or anodes when current 
is applied 


Plating Barrel: 159 
Hanson-Van Winkle-Munning Co.—Technical litera- 
ture describes a belt-driven barrel plating cylinder 
with a newly designed belt drive that allows total 
submersion of the barrel in all plating solutions. 


Vacuum Impregnation Equipment: 160 
NRC Equipment Corp.—Bulletin I-2 presents newly 
available data which demonstrates what high vacuum 
drying, degassing, impregnating and filling are doing 
to improve products 


Liquid Buffing Compound: 161 
Hanson-Van Winkle-Munning Co.—Bulletin LC-100 de- 
scribes an automatically applied buffing compound 
that saves buffing time and increases buff life up to 
200%. Installation and three elements of this new 
“Liquimatic” system are explained and illustrated. 


Brush Plating Booklet: 162 
Marlane Development Co.—A 12-page booklet, “Prac- 
tical Brush Plating With the Dalic Process”, explains 
the process, analyzes the metallurgical properties of 
the deposits, and gives typical time saving engineering 
applications. 


Continued on next page 








MEETING DESIGN NEEDS 


AT LOWER COST 


PINION STOCK 
showing scrap loss 


PRODUCING 
THIS 
RECORDER 
PINION 
GEAR 


This gear was formerly machined from pinion stock, 
involving turning, drilling, cut-off, milling and wire 
brushing operations. Total cost was 74¢ per gear. As a 
brass sintering the gear is now pressed into finished 
shape and size in one operation—plus the addition of 
flats to the pinion head—at a cost of 5.8¢ per gear— 


A SAVING OF 68¢ IN THE COST OF MANUFACTURE. 


eeeereeweeee eee eeeeeeeeeeeee 


How Can BRASS AND NICKEL SILVER 
POWDER PARTS Meet Your Design Needs? 


For detailed information on the design, 
properties, production and application 
of brass and other nonferrous powder 
parts you should have a copy of our 
manual. It will give you 20 case his- 
tories of brass and nickel silver powder 
structural parts to assist in evaluating 
this means of production in terms of 
your particular needs. 


4SEND FOR YOUR COPY 


THE NEW JERSEY ZINC COMPANY 
160 Front Street New York 38, N.Y. 


PRO MAC, 
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USEFUL LITERATURE 


Soak Cleaner: 163 
MacDermid Inc.—Technical Data Sheet No. 45 de- 
scribes an effective non-etch soak cleaner suitable 
for aluminum, brass, copper, zinc, lead and ferrous 
metals. 


cont. 


Plating Barrels: 164 
Belke Mfg. Co.—A new Mechnical Plating Barrel 
Catalog covers all sizes and types from porto-platers 
to full automatics. Illustrated, the catalog presents 
complete technical data on the company’s products 


Cleaners, Bath Purifier, Additive: 165 
Allied Research Products, Inc.—Literature is available 
on four new cleaners, used in preparing zinc and 
aluminum castings for Iridite coatings; Zinc bath 
purifier, ARP $12; and Maintenance Concentrate, ARP 
£73, an additive for use with Iridite $4-73 


Self-tapping Inserts: 166 
Groov-Pin Corp.—A bulletin on the H-Series Tap- 
Lok Inserts, with Class 3B internal threads, is avail- 
able. Complete data and specification charts 


Continuous Tumblasts: 167 
Wheelabrator Corp.—Bulletin No. 141-D describes 
the construction and design features of the 26” con- 
tinuous tumblast. The unit is designed to handle a 
continuous flow of miscellaneous work at high pro- 
duction rates. 


Finishing Paper: 168 
Armour & Co., Coated Abrasives Div.—No Load fin- 
ishing paper is described as being ideal for under- 
coats, paints, varnishes, lacquers, etc., because it will 





not fill or clog during sanding. The paper has a tough 
flexible backing to prevent slipping in the operator's 
hands. 


Pre-paint Products: 169 
Turco Products Inc.—Three bulletins on pre-paint 
products are available: Bulletin No. 108-8 describes 
Turcoat 4178, an aluminum conversion coating, “What 
is Turcoating?” presents bonding materials and their 
recommended uses and “Specialized 
Pre-Paint Products”, describes the materials necessary 
for better paint adhesion 


specifications 


Silicone Compounds: 171 
Union Carbide Corp., Silicones Div.—An 8-page data 
sheet gives the properties and uses of silicone com- 
pounds in the 520 series. These compounds are or- 
gano-silicone polymers with unusual lubricating and 
solubility properties. 


Mask Washing Machine: 172 
Deco Tools, Inc.—Model ‘68’ is a semi-automatic Mask 
Washing Machine with no internal piping to clog or 
fill with paint residue. Literature describes this ma- 
chine that can clean up to 25 coats of wet lacquer 
from a mask in 15 seconds 


Rust & Corrosion Remover: 296 
MacDermid Inc.—A liquid phosphoric acid type ma- 
terial, Matex 157, that can be used to prepare metal 
and remove rust or corrosion before surface treatment, 
is described in a 3-page data sheet 


Metal-Working Processes: 297 
Turco Products, Inc., 16-page manual.—Cleaning, phos- 
phating, conversion coating, descaling, electroplating 
and inspecting are among the 57 chemical processes 
described in this three color, illustrated manual. Nine 
reference charts are included 

Continued on page 81 





This man is helping to cut 
small-parts drying time 
just about in half... 


Model 20 New Holland 


KREIDER 
Centrifugal Dryer 


Air-Dries . . .as it Spin-Dries. Kreider 
Dryer double-action drying 

speeds production—cuts 

costs way down... gives 

you smooth moisture-free 
surfaces—eliminates scarring 

and marring frequently re- 

sponsible for costly “rejects.” 





Specifications: 
1-h.p. motor—220, 440, 
550 volts—2 or 3-phase. 
Spins 75-lb. loads at 825 
r.p.m. Quiet V-belt drive. 
Arc-welded steel plate 
construction. Weight 490 
lbs. Minimum 
floor space. Meets 
N.E.C. specs. 
Auxiliary electric 
or steam heating 
units available as 
optional equip- 
ment. Choose 
from 3 models. 





Send for illustrated pom folder. 
Address Dept. M-581 





NEW HOLLAND MACHINE COMPANY 


NEW HOLLAND, PA. 
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Poor 
Point 


Adhesion? 


Free Manual 


If poor paint adhesion is 
your problem, chances are 
you'll find the solution in 
the Turcoat Phosphating 
Manual. This booklet de- 
scribes the complete Tur- 
coat line, tells the full story 
of phosphating and in- 
cludes a valuable “Phos- 
phating Reference Chart? 
which gives the answer to 
any paint adhesion prob- 
lem. 


SHOWS HOW 
PHOSPHATING 
WILL SOLVE 
YOUR PROBLEMS 


TURCO PRODUCTS, INC. 


Chemical Processing Compounds 
6135 So. Central Ave., Los Angeles 1, Calif. 
Factories: Newark, Chicago, 
Houston, Los Angeles 
Offices in all Principal Cities 


Manufactured in Canada by B. W. Deane & Co. 
Montreal 
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Why they trim more castings per hour 


with Hannifin hydraulics 


Die casters who use Hannifin hydraulic Trimming Presses can 
quickly show you why their production rates are up. 
The reason—Hannifin hydraulic Trimming Presses are differ- HYDRAULIC 
ent. They are specifically designed to take advantage of the HA 
desirable characteristics of hydraulic operation, yet fast enough a lad a ae | fe 
to out-perform mechanical presses. PRESSES 
The really big advantage is the increased flexibility with 
Hannifin hydraulic power. You can have maximum rated power 
at any point in the stroke. That means shorter setup time, because 
it’s so easy to adjust the press to trim at the exact point required 


by the die. Write for your copy of 


Hannifin presses give operators plenty of room for loading and ee meee Hannifin Bulletin 142—it 
unloading—with no sacrifice in speed and with the safety of dual ~~." toh why were ere getting 
d : . . . more pieces tri d h 

controls. Operator fatigue is less because of the smoother, quieter : Rr Re nem 
‘ j = ~ with Hannifin high-speed 

action. Also, the smoother action of a Hannifin hydraulic press h aE ee 
) ydraulic trimming presses. 
: ‘s Hannifin Company, 581 
We believe it will pay you to investigate the advantages of ga EN wu 46 South Wolf Road, Des 

Hannitin hydraulic Trimming Presses. wali mates Plaines, Minete. 

A DIVISION OF PARKER-HANNIFIN CORPORATION 


produces cleaner trims and reduces deburring and polishing time. 
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Advertisement 


Special Reports 
On Finishing Non-Ferrous Metals 


NUMBER I1—Paint Base, Corrosion- 
Resistant Finishing with Iridite 





required. 





® 
WHAT IS IRIDITE? 


Briefly, Iridite is the tradename for a specialized line of 
chromate conversion finishes. They are generally applied 
by dip, some by brush or spray, at or near room tem- 
perature, with automatic equipment or manual finishing 
facilities. During application, a chemical reaction occurs 
that produces a thin (.00002” max.) gel-like, complex 
chromate film of a non-porous nature on the surface of 
the metal. This film is an integral part of the metal itself, 
thus cannot flake, chip or peel. No special equipment, 
exhaust systems or specially trained personnel are 








Chromate conversion coatings are well 
known and accepted throughout industry 
as an economical means of providing cor- 
rosion protection, a good paint base and 
decorative finishes for non-ferrous metals. 
However, continued developments have 
been so rapid and widespread that many 
manufacturers may not be completely 
aware of the breadth of application of this 
type-of finish. Hence, this digest of cur- 
rent information; to bring you up to date 
on the many ways in which you can ob- 
tain proper surface preparation for paint- 
ing and increase product durability with 
a single multi-purpose chemical pretreat- 
ment. Report I on decorative, corrosion- 
resistant finishes and Report III on 
chemically polished, corrosion-resistant 
finishes are available on request. 


First, it is an accepted fact that metal 
surfaces should be prepared before paint- 
ing to make possible an efficient paint sys- 
tem. Naturally, this preparation should 
provide for good initial paint adhesion. 
Chemical treatments have proved extreme- 
ly effective in this respect, particularly 
those of a neutral or preferably acid na- 
ture. Further, to be most efficient, chem- 
ical treatments should provide a non-por- 
ous barrier to maintain adhesion by sealing 
the metal from the paint and moisture. 
They should also provide a self-healing 
film which prevents lateral corrosion in the 
event that bare metal is exposed through 
scratching. 


The Iridite chromate conversion coat- 
ings meet all these requirements. Iridite 


is a chemical conversion treatment for sur- 
face preparation. It provides initial paint 
bonding by molecular adhesion. It is acid 
in nature and produces a film that is gel 
Thus, 
the Iridite film effectively seals the metal 
from the paint and from moisture penetra- 


like and non-porous in structure. 


tion. Because the film contains certain 
relatively soluble constituents, it will pro- 
tect areas scratched through to bare metal 
and prevent lateral corrosion. This is 
accomplished by a gradual leaching of 
these constituents into the damaged area. 


Further, because of its gel-like, non-crys 
talline nature, the Iridite film will not 
affect the appearance or texture of the 
paint film, nor will it dust or powder to 
mar the painted surface. Because the 
film is non-porous, paint coverage is in- 
creased, thus substantial savings in paint 
costs will be realized. In addition, treated 
parts may be stored for long periods of 
time prior to painting without the risk of 
entrapped moisture causing 
when painting. 


blistering 


Iridite chromate conversion coatings 
are widely used with equal ease and suc- 
cess under both baked and air-dried paint 
systems. While the actual adherence prop- 
erties of the Iridite film do not increase 
appreciably with its thickness, corrosion 
protection does. The protection of the 
Iridite film is proportionate to its thickness 
and should be taken into consideration 
when selecting the Iridite to meet your 
needs. However, it is sometimes necess- 
ary to sacrifice maximum corrosion pro- 
tection for appearance when a finished 


part is to be only partially painted. For 
example, it may be desirable to use a thin, 
clear, bright Iridite film if the unpainted 
areas must present a chrome-like appear- 
ance. A typical case is that of instrument 
housings on which the exterior is painted 
and the inside left unpainted. 


On the other hand, if all surfaces of the 
product are to be painted and maximum 
corrosion protection is required, the heav 
ier and most protective Iridite films should 
be used. For example, all surfaces of zinc 
die cast fruit juicers are finished with a 
highly protective Iridite film prior to paint- 
ing to provide maximum resistance to the 
corrosive action of fruit juices. 


Iridite finishes are now available for all 
commercial forms of the more commonly 
used non-ferrous metals, including zinc, 
cadmium, aluminum, magnesium, silver, 
copper, brass and bronze. In addition to 
providing an excellent base for paint, the 
Iridite films also have high decorative val 
ue when used as final finishes in them- 


selves. 


These films can produce a wide variety 
of pleasing appearances including clear 
bright, iridescent yellow, bronze, olive 
drab and brown. In addition, many films 
can be modified by bleaching or by dyeing. 
Among the dye colors available are var 
ious shades of red, yellow, green, blue or 
black. 


In planning or designing, you should 
consider the many other characteristics of 
Iridite finishes which may enter into the 
specific problem. In addition to their func 
tions as protective and decorative finishes, 
and as bases for organic finishes and bond 
ing compounds, Iridites have low elec 
trical resistance. Some can be soldered 
and welded. The film does not affect the 
dimensional stability of close tolerance 
parts. 


Iridites are widely approved under both 
Armed Services and industrial specifica- 
tions because of performance, low cost and 
savings of materials and equipment. 


You can see then, that with the many 
factors to be considered, selection of the 
Iridite best suited to your product requires 
That's why 
Allied maintains a staff of competent 


the services of a specialist. 
Field Engineers—to help you select the 
Iridite to make your installation most 
efficient in improving the quality of your 
product. You'll find your Allied Field 
Engineer listed under ‘‘Plating Supplies’ 
in your classified telephone book. Or, 
write direct and tell us your problem. 
Complete literature and data, as well as 
sample part processing, is available. 
Allied Research Products, Inc., 4004-06 
East Monument Street, Baltimore 5, 
Maryland. 
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USEFUL LITERATURE Cont. Hydraulic Presses: 198 


Forgings: 192 Lake Erie Machinery Corp.—Bulletin 157 describes, the 
The Journal of the Die Forging Industry—Volume 22, engineering and production facilities of the company 
No. 1 of the journal presents articles on forged sus- Included is a list of the equipment available for the 
penders for aircraft and other forging uses. manufacture of developed designs or the design, ma- 

chining, assembly and testing of new machinery 

Thermocouple Extension Cable: 193 
Claud $. Gordon Co.—Bulletin No. 1200-3 details the lonization Tube: 199 
various Serv-Rite thermocouple extension cables Consolidated Electrodynamics Corp.—Bulletin No. P9- 
which are carried in stock. A new extension wire, 10 describes a new Bayard-Alpert type of vacuum 
available in multipair cables with an over-all polyvinyl ionization tube which indicates ultra-low pressures in 
plastic sheath, is also described the 10 !2 mm Hg region and at the same time posesses 

excellent sensitivity of 100 microamperes per micron 

Commercial-Grade Zirconium: 194 
Columbia-National Corp.—“Technical Digest on Com- Filter-Separator Unit: 200 
mercial Grade Zirconium”, is the title of a new book- Richmond Engineering Co.—A new data file on the 
let that reviews established and potential applications RECO 15-gpm filter-separator includes a check list 
for zirconium, A discussion on methods of fabrication of 49 industria. and commercial liquids which can be 
is included with charts on the physical and corrosion continuously cleaned by the unit. Included is infor- 
properties of the metal mation on specifications, construction features et 


Melting Furnace: 195 Countersinks: 
Ajax Engineering Corp.—The characteristics and op- M. A. Ford Co.—Bulletin 702 gives specifications and 
eration of the company’s new 60 cycle Ajax-Junker prices, on H.S.S. and Carbide Uniflute Countersinks 
coreless induction melting furnace, for ferrous and A method on how to re-sharpen the tools in your 
non-ferrous metals, are presented own shop is included. The bulletin may be obtained by 
writing on company letterhead to: M. A. Ford Co., 


Dispersions: 196 1545 Rockingham Rd., Davenport, Iowa 


Acheson Colloids Co.—The revised bulletin, “ ‘Dag’ . " 
Dispersions for Industry”, lists collodial and semi- nak Gheaninn Sereen — - i an 
e—iecnnical literature describes a 


collodial dispersions of graphite, molybdenum disul- , 
: new safety cleaning solvent for wipe or dip cleaning 


fide, mica, vermiculite, iron oxide, acetylene black, 


of greasy and oily machine parts and electrical equip- 
and coppel : . } 


ment. The cleaner does not have a flash point under 
normal usage 


Mold and Die Components: 197 


Manco Products, Ime.—Accu-Cast, a comprehensive Dry Salts For Metal Finishing: 299 
process for the custom fabrication of mold and die MacDermid, Inc.—Data Sheet No. 50., describes Matex 
components, cavities and cores, hobs, and inserts, is Etch Salts, a dry fluroide bearing salt that replaces 
described in an informative 4-page bulletin liquid hydrofluori i 


acid in metal finishing treatments 








Bata cuts mold cleaning time 
in half with Pangborn Hydro-Finish 


Bata Shoe Co., Belcamp, Md., used to clean shoe molds 
by pickling. For a better cleaning job, Bata replaced 
this process a year ago with Pangborn Hydro-Finish. 
Today this machine gives Bata top quality cleaning, 
does the job in half the time required by pickling and 
has required “‘no maintenance whatsoever.”’ Also, acid 
disposal problems have been eliminated. 

Says Mr. Albert Kotras, Research, “We thought it 
was sales talk but the Hydro-Finish has lived up to 
every claim the Pangborn representative made.’’ Con- 
vinced bythe performance of its Hydro-Finish machine, 
Bata management now plans to order a second one. 

Today, through new design and use of air jet sluria- 
tors, Pangborn Hydro-Finish costs less originally, 
costs less to maintain and gives you easier handling 
and added efficiency. Write for Bulletin 1403 to PANG- 
BORN CORP., 3500 Pangborn Blvd., Hagerstown, Md. 
Mfrs. of Blast Cleaning and Dust Control Equipment. 

USE PANGBORN HYDRO-FINISH FOR: 
Deburring + Surface finishing « Finishing threaded sections «+ Im- 
proving cutting tool life + Maintaining ‘ies and molds « Removing 
grinding lines « Removing heat treat scale + Preparing surfaces 
for coatings, platings, etc. 


ngborn 


BLAST CLEANS CHEAPER 














For more information circle No. 147 on the Reader Service Card 


pmm january ‘58 / 81 





For more information circle No. 112 on the Reader Service Card 
NEW PRODUCTS— 
continued from page 71 


DIE CASTING MACHINE 
. . + has 7 Ib. shot capacity 





A new hydraulic die casting 
machine, Model 5000, has a ca- 


MASTER-MOLD WITH PERFECT THERMO BALANCE | pacity of 7 lbs shot in zinc alloy 
Manufactured by The ABC Die 

CUTS DIE COSTS With a MASTER-MOLD installation, you eliminate ex- Casting Machinery Co., the ma- 
REDUCES SET UP TIME pensive die sets, leader pins, sprues and sprue cutters 1 


: chine features a 150 ton locking 
SAVES STORAGE SPACE plus the expense of handling such heavy equipment 


pressure, 24” tie bars with 24” x 
MAKES SHORT RUNS PROFITABLE Set up time is reduced — no large die blocks to set 
AVAILABLE IN SINGLE OR in place, remove or pre-heat, because MASTER-MOLD 
DOUBLE IMPRESSION UNITS cavity blocks can be interchanged in minutes. Eliminate 

need of large storage space. Increase productive area 


24” plates, 842” die opening and 
extra large capacity melting fur- 
nace with high cycling speeds 


For additional information The machine is convertible to 


and prices write to 


This method of lowering die costs makes short runs 
profitable, which means that you can now profitably | aluminum with a cold chamber 
expand your list of customers to include the many attachment 


smaller manufacturers and experimental workers who 
: P Circle No. 229 on Reader Service Cord 
formerly found die casting too costly. 


peetel Ee Tem le] Rem elemee 2715 LATHROP AVENUE © RACINE, WISCONSIN | Continued on page 84 





TUMBLE 


FINISH 


WHEN WE SAY THAT THE 


GREAT RESPONSE 
and DEMAND for 


has been phenomenal 


There must be a reason!-—it's the big Economy 
in Equipment Investment Costs and Labor Saving 
in this Low-Cost Quality Method for 

CLEANING and PHOSPHATING Prete 


GALVAPRep 


METAL SURFACES for PAINTING [ff pont, 
PREP.N.core On tumble 


AND OTHER 


F I en _ — . ° 
Conditioners, Farm Implements, Caskets, Bulky Metal Conditioning finishing equipment! 


Equipment, etc.—High or low production— Quality ' 
standards high? PHOSTEEM is adaptable to all of PAatizing _ . : 
4 ;rav-i- P : » fie with new lower 
these requirements (And, by the way, also oy ae Grav-i-Flo again scoops the field ith ¢ . 
approved by many paint companies ZINC, CADMIUM.“ prices for its standard line of finishing equipment 
’ < . ° . 
SEND TODAY FOR and supplies. Now — gain Grav-i-Flo’s experienced 


H TEEM BULLETIN 55-137 . . 4 re 
in a. ’ know-how plus lower prices —and really save! Send 


fe plete price lists on 2 compartment machines 
NEILSON CHEMICAL CO. a ser 56,32 nd 207 


co 2330 Gainsboro, {er Angee. Cat GRAV-I-FLO CORPORATION 
Charlotte, N- h Caroline : tehi indeer, Onterie — 
. Detroit 20 (Ferndale), Michigan inser. © 400 Norwood Avenue, Sturgis, Michigan 


PMM.-1! 
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@ What are you producing: Cabinets, Busses, Air 











500% 


PRODUCTION INCREASE = 
PROPORTIONATE COST RE- 
DUCTION IN SMALL PARTS 
Oy MACHINING ! 


MODEL 6405 
4 Operating 
CYCLES 
If your operations call for turning, boring, 
facing, forming, grooving, chamfering, 
beveling, or cut-off of parts such as these 
(pieces shown merely suggest the almost 
endless variety), there's a CLAUSING 
Hydra-Cycle for handling these operations 
in combination or singly, with great speed, 
to close tolerances, and at low cost. 


THE NEW 


CLAUSING SEMI - AUTOMATIC 


All the operator has to do is load the BOR ING AND TURN . NG MACHINE 
machine, press a button, take out the 4 MODELS—ONE TO MEET YOUR EXACT NEEDS 


machined piece seconds later. The Hydra- 

Cycle does the rest, automatically. Users report production increases of 200% to 500%, with corres- 
ponding cost reduction, and jobs have been held to .0002 tolerance 
on production runs. Average job change and set-up takes from 
15 to 30 minutes. No special jigs or fixtures required simple 
block tool holders, carbide insert bits and standard boring bars 
will handle most jobs. Operator merely loads, presses starter but- 
ton, and unloads finished pieces seconds later machining 
operations are performed automatically . . . simultaneously or in 
continuous sequence. A time and money saver on short as well as 
long production runs. 


SPECIFICATIONS: 5” x 16” cross slide with 4-11/16" swing, 5 
travel; 12” x 14” table with 9” swing, 8” travel. Prices start at 
$4250 with electricals and hydraulic equipment installed. 





NO Simply send us complete data . . . drawings of rough and 
finished part, indicating material, tolerances, finish re- 


: quired, production rate— and, samples of finished and 
Six surfaces are being machined in the OBLIGATION unfinished parts. Our engineering department will gladly 
operation shown above. As is the case with make recommendations for the use of the Hydra-Cycle 


most jobs that can be handled by the OFFER! model best suited to your requirements. No obligation. 


. . , . Mail to Hydra-Cycle Department, Clausing Division, Atlas 
Hydra-Cycle, the tooling required is sim- Prees Company, Kelamesce, Michigan 
ple,: inexpensive. 











CLAUSING DIVISION 


ATLAS PRESS COMPANY 
» 1-142 N. Pitcher St. — Kalamazoo, Michigan 
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push button driving. .. 
Story behind it... 


and the wy 


pitt 


Intricate steel slides used in push-button transmission 
control assembly, deburred by Roto-Finish 


3000 PIECES PER HOUR DEBURRED AUTOMATICALLY 


That's the story of one Roto-Finish machine installed in a 
Detroit automobile plant to deburr push button transmission 
control slides. All the operator does is load parts into the 
machine. The balance of the 30 minute cycle is entirely 
automatic. Man power savings are tremendous! 


PROCESSING MATERIAL COSTS FOR 100 PARTS—JUST 
2%4¢. The cost of processing materials, both chips and 
compound, is .0223¢ per piece. 


PUT ROTO-FINISH ENGINEERING SKILL AND OUR 
YEARS OF PROCESSING EXPERIENCE to work for 
you. In either your plant or our laboratory, our 
process engineers will prove, before you buy, that 
Roto-Finish provides the finish you want at a 
lower cost. Phone or write today. 


SEND FOR 
YOUR FREE 
ROTO-FINISH 
HANDBOOK 


3716 MILHAM ROAD, KALAMAZOO, MICH. ¢ PHONE: FIRESIDE 3-5578 


FOREIGN REPRESENTATIVES: ARGENTINA—Taller—Buenos Aires @ AUSTRALIA—A. Flavell Ltd —Cheltenham 
& BRAZIL — Commericial E. Industrial de Fornos Werco, Ltd.— Rio de Janeiro @ CANADA— Canadian Hanson & Van 
Winkle Co., Ltd.— Toronto @ ENGLAND—Roto-Finish Ltd Hemel Hempstead @ FRANCE — Societe Roto-Finish—Paris 
@ GERMANY. AUSTRIA, NORWAY, SWEDEN, SWITZERLAND— Metaligeselischaft A. G.—Frankfurt, a. M.—Germany e 
HOLLAND, BELGIUM, LUXEMBURG—N. V. Roto Finish Maatschappij—Delft, Holland @ ITALY—Societa Roto-Finish a 
R.L.—Milan @ SPAIN—Instituto Electroquimico, S. A.— Barcelona 
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NEW PRODUCTS—cont. 


ELECTRIC FURNACES 
. . . for inexpensive heat 


treating 
8e 


A new line of controlled at- 
mosphere electric furnaces has 
been introduced that is designed 
for the inexpensive heat treating 
of steel by both small and large 
users. Manufactured by L & L 
Manufacturing Co., the “Atmo- 
Carb” series has a temperature 
range of 2000°F. The furnaces are 
complete with a muffle of heavy 
construction and a fully equipped 
atmosphere generator. 

The MHE series has a shuttle 
muffle with a loading elevator 
The MHD series, a direct loading 
muffle type with a vertical coun- 
terbalanced door, comes complete 
with a flame seal. 

The atmosphere generator pro- 
vides a process utilizing alcohol 
as one of the possible atmosphere 
generating liquids. The atmos- 
phere is useful for clean harden- 
ing, carburizing, and preventing 
de-carburization of straight or 
chrome nickel steels. 

Circle No, 210 on Reader Service Card 


ALMANITE 
. .. @ new high strength 
metal 

This high strength metal com- 
bines the best properties of au- 
stenitic manganese steel and mar- 
tensitic white irons. It possesses 
outstanding wear and abrasion 
resistance. 

Developed by Meehanite Metal 
Corp., the metal can be used in 
foundry, metal working and other 
industries where exceptional wear 
resistance and hardness is re- 
quired. The metal can be cast 
in any form or shape. Structure of 
Continued on page 86 





If you apply heat to 


aluminum L/WOBER 


can show you the 


better way 


lindberg-Fisher elect 
ond holding furnoce with 
ovtomoatic pump. 


Heat and aluminum have been Lindberg’s twin 
babies for many years. If the manufacture of 
your product requires the application of heat to 
aluminum anywhere along the line we can help 
you do the job better. For years our engineering 
and research staff has been creating improved 
methods and developing more efficient equipment 
in this field. 


Most recent development is the Autoladle (we 
call it ‘Little Joe’’), the first practical automatic 
aluminum ladling unit yet devised. Used with 
Lindberg melting and holding furnaces “‘Little Joe”’ 
(shown at the right) makes automatic casting of 
aluminum fast, dependable and economical. 


Lindberg’s Melting Furnace Division makes a ( 
wide variety of melting and holding furnaces for 
aluminum, brass, bronze, tin, zinc, lead and other 
non-ferrous metals. These include aluminum in- 
duction, nose-pouring crucibles, electric resistance 
holding furnaces and big reverbs. For foundry, 
permanent mold or die-casting plant, independent 
or captive, there are Lindberg melting and hold- 
ing furnaces to fit your requirements. If your 
problem in this field needs a special solution 
Lindberg’s design staff can find it. Just get in 
touch with the Lindberg plant or the Lindberg 
Field Representative in your locality, or write 
Lindberg-Fisher Division, Lindberg Engineering 
Company, 2463 West Hubbard St., Chicago 12, 
Illinois. Los Angeles Plant: 11937 S. Regentview 


_ Ave., at Downey, California. 
& €) & 


We call it 


“LITTLE JOE" 


For more information circle No. 82 on the Reader Service Card 
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Here’s an Gn8n5 


exciting new game: 


PUT your products in the barrel 
TAKE your profits out 


One of the greatest money-saving Opportunities in metal- 
working lies in the use of barrels to finish parts by the 
hundreds in place of conventional methods that finish 
one part at a time. 


Barrel finishing makes easy work of many tough jobs of 


grinding. deburring and buffing by wheel. 


One Oakite customer changed to barrel methods to de- 
burr curved stainless steel strips that are 14 inches long. 
The cost for deburring 20,000 strips was reduced from 
$3,000 to $125.00. 


MAMA Oukite Materials for 
FREE For a cOpy ot PRECISION 
“Precision Barrel Finishing” BARREL 
—containing valuable infor- ‘a FINISHING 
mation on cutting down, 
deburring, descaling, and 
burnishing—write to Oakite 
Products, Inc., 26H Rector 
Street, New York 6, N. Y. 


mplete tine for 
+ evtting dower 
« deveoting 


« bernishivg 








"an Export Division 


Cable Address: Ookite 


Technical Service Representatives in Principal Cities of U.S. and Canodo 
For more information circle No. 146 on the Reader Service Card 
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NEW PRODUCTS—cont. 


the metal is similar to heat treat- 
ed steel. It possesses a better com- 
bination of hardness, strength and 
resistance to impact than either 
austenitic manganese steel or 
martensitic white irons. Certain 
types of the metal have tensile 
strengths of 90,000 psi with ductil- 
ity in the neighborhood of 15%, 

Circle No. 218 on Reader Service Card 


125TON COMPACTING PRESS 
. . is introduced 


The new Watson-Stillman 6-125 
ton powered metal compacting 
press is a 4 tie rod type with one 
pressing motion from the top 
one pressing and one ejection mo 
tion from the bottom and pro 
visions for a floating die table 
for a secondary lower and upper 
motion. 

The press, offered through the 
combined efforts of Haller, Inc 
and the Watson-Stillman Div. of 
Farrel-Birmingham Co., has dual 
concentric cylinders at the bottom 
of the press. The outer cylinder 
supplies bottom compacting pres- 
sure and the inner cylinder is for 
ejection. The stroke ‘of both rams 
is easily adjusted and locked ex 
ternally. The lower compression 
stroke can be locked out of opera- 
tion with the ejection cylinder 
operating normally. Both upper 
and lower cylinders work to posi 
tive stops 

The machine is being demon- 
strated in the powdered metals 
laboratory of Haller, Inc., where 
actual production conditions can 
be observed. 

Circle No. 214 on Reader Service Card 
NEW PAINT SPRAY 
EQUIPMENT 

. . . is introduced 

Air-operated paint spray equip- 
ment for spraying lacquers, enam- 
els, synthetics, airplane dope, fill- 


Continued on page 110 





HOW TO SELECT A “PREFERRED” DIE CASTER 
FROM THE PMM ALPHABETICAL LISTING 





MEMBER COMPANY OF THE 


‘A SINGLE ASTERISK MEANS 
ee AMERICAN DIE CASTING INSTITUTE 





The national association of the custom die casting industry 
The qualified ADCI members produce over 75% of 


the nation’s annual volume of aluminum, magnesium, zinc 


and copper alloy die castings produced for sale 


‘“A DOUBLE ASTERISK MEANS A Saree OT 
a CERTIFIED ZINC ALLOY PLAN 








The CZ Plan was developed by the American Die Casting 
Institute to permit vou to select, with confidence, 
your supplier of zine die castings. The CZ symbol is your 
assurance that the castings vou buy will meet ADCI 
and ASTM standard specifications and will possess 
mechanical and physical properties inherent in zinc 
die castings produced from metal of proper composition 
| eS 

Q Q 

RESEARCH 4A PARTICIPANT IN THE 


ANY ASTERISKS MEAN 4 2 
_ Onpat” DIE CASTING RESEARCH FOUNDATION 


“| PARTICIPANT 








These die casting suppliers have behind them the vast 
knowledge of improved die casting procedures being 


accumulated through the Die Casting Research Foundation. 


Look for these Marks of Responsibility 
in Selecting YOUR Die Caster 


AMERICAN DIE CASTING INSTITUTE 366 MADISON AVENUE, NEW YORK 17.N. Y. 


For more information circle No. 16 on the Reader Service Card 
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ABRASIVE JET EQUIPMENT developed at the National 
Bureau of Standards. CO: propels abrasive powder through 
a jet nozzle to the test specimen. Time required to abrad« 


through a test specimen measures its abrasion resistance 
This is varied according to operating conditions and the 


resistance of the coating 


Jet Abrasives Evaluate Organic Coatings 


ETHODS for measuring abrasicn resistance of 

organic coatings on metals developed by A. G 
Roberts, W. A. Crouse, and R. S. Pizer of the Na- 
tional Bureau of Standards, were sponsored by the 
Navy Bureau of Aeronautics in connection with a 
program for the production of highly durable, scuff- 
resistant finishes for naval aircraft. 

In this method, the first show of bare metal is read- 
ily detected when coating and substrate differ in 
color. Inspection with a hand lens is also used. 

The method works like this: Carbon di-oxide gas 
under controlled pressure, propels an abrasive pow- 
der from a vibrating storage chamber. It passes 
through a nozzle, impinging at high speed on a test 
specimen’s surface. 

A manually operated solenoid valve controls the 
abrasive flow. Both specimen and nozzle assembly 
can be rotated in four directions. 

Adjustment is made by a graduated, rotating disc 
attached to the nozzle-shaft. Accurate adjustment of 
the distance between nozzle and specimen at abrad- 
ing angles between 20° and 90° is made possible with 
a calibrated taper-gage. 

A vacuum exhaust outlet at one end of the test 
chamber removes the spent abrasive particles and 
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coating debris. A weighing tube permits rapid moni- 
toring of the flow rate of the abrasive 

A rubber diaphragm perforated to accommodate 
the tip of the nozzle at one end, and another dia- 
phragm of ordinary filter paper at the other end 
permits gas to escape while trapping the particles of 
abrasive. 

Operating conditions can be varied to fit extreme 
differences in materials. These are used most 

® Nozzle-coating distance of .04” 

® Gas pressure of 40 psi 

® Flow rate of .15 gps 

® Abrading angle of 90° simulates leading-edge 

erosion of aircraft in flight 

® Abrading angle of 45° simulates scuffing wear 

Test conditions determine abrasion time for a given 
material. This time increases proportionally as the 
distance increases between nozzle and coating. It 
decreases as pressure rises and as the angle of abra- 
sion drops from 90° to 30 

Shorter abrading angles cause the necessary abrad- 
ing-time to lengthen. 

NBS studies show that the abrasive jet method dis- 
tinguishes between materials that are difficult to dif- 
ferentiate by qualitive means. 
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ALPHABETICAL DIRECTORY 


A & A Die Casting Co.* ** 
12901 S. Western Ave 
Gardena, Cal. 

Metals: A, D, E 
Facilities: 1, 2,5 
Trademark: See Section 3 

Aallied Die Casting & Mfg. Co., Inc 
10029 Pacific Avenue 
Franklin Park, III. 
Metals: A, D 
Facilities: 1, 2,5 

ABCO Die Casting Corp 
330 N. Harding Ave. 
Chicago 24, Ill. 

Metals: D 

Facilities: 1, 2, 5 

Tradename: ABCO 

Trademark: See Section 3 
Ability Die Casting* ** 

865 N. Sangamon 

Chicago 22, Ill. 

Metals: A, D, E 

Facilities: 1, 2,5 

Accessories Mfg. Co 

5075 14th St. 
Detroit 8, Mich. 
Metals: D 

Facilities: 1, 3, 5, 6 

Accurate Die Casting Co., The* ** 
3089 E. 80 
Cleveland 4, O 
Metals: A, C, D 
Facilities: 2,5 
Trademark: See Section 3 

Acme Die Casting Co., Inc 
746 Albany 
Dayton 8, O. 

Metals: A 
Facilities: 1, 3, 4,5 

Acme Die Casting Corp. 

8245 N. Kimball Ave. 
Skokie, Ill. 

Metals: A, D, E 
Facilities: 1, 2, 5, 6 

Acme Die Casting Corp 
1635 Murrary Ave 
Racine, Wis. 

Metals: A, D 
Facilities: 1, 2, 4, 5 
Tradename: Acme 

Acme Tool & Die Casting Co. 
4250 E. Washington Blvd 
Los Angeles 23, Cal. 
Metals: A, C, D, E 
Facilities: 1, 2,5 

"i —aaaeam Machine & Foundry 

0. 
2615 2nd Ave. N. 
Birmingham, Ala 
Metals: A, D 
Facilities: 1, 2, 5, 6 

Adept Castings, Inc. 

39 Hanse Ave. 

Freeport, L. I., N. Y. 
Metals: D 

Facilities: 1, 2, 5 
Trademark: See Section 3 

Adjel Products Co. 
13561 Helen Ave. 
Detroit 12, Mich. 
Metals: D 
Facilities: 1, 3, 5, 6 

Admiral Die Castings 

A Div. Portable Electric Tools, Inc. 
50 W. 83 
Chicago 20, Ill. 
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Metals: A, D 

Facilities: 1, 2,5 

Trademark: See Section 3 
Advance Pressure Castings, Inc.* ** 

20-30 Wythe Ave. 

Brooklyn 11, N.Y. 

Metals: A, D 

Facilities: 1, 2,5 

Trademark: See Section 3 

Representatives: East Northport 

N. Y., Walter Borny, 55 Tea- 

neck Dr.; Philadelphia, Pa., Rob- 

ert Baron, Presidential A-710; 

New Britain, Conn., Henry Ohl- 

son, 150 Greenwood St. 
Advance Tool & Die Casting Co.* ** 

3760 N. Holton 

Milwaukee 12, Wis 

Metals: A, D 

Facilities: 1, 2, 5,6 

Trademark: See Section 3 

Representatives: Detroit, Mich 

MS Sales Co., 723 Fisher Bldg 
Advanced Manufacturing, Inc 

1214 W. 254 

Harbor City, Cal. 

Metals: D 

Facilities: 1, 2, 3, 5,6 
Ainsworth-Precision Castings Co. 
Div. of Harsco Corp.* ** 

5959 W. Howard St., 

Chicago 31, Ill. 

Metals: A, D 

Facilities: 1, 2,5 

Trademark: See Section 3 

Representatives: Rockford, III 

E. L. Anderson, R. T. Jacobson, 

W. C. Bloom, R. E. Bucklin, 

2025 Kishwaukee St.; Chicago, 

Ill., H. C. Jagade, H. Spaet, A 

S. Lundgren, 5959 West Howard 

St.; Brookfield, Wis., R. L 

Downing, 1625 Spring Dr.; Chi- 

cago, Ill., C. O. Hogland, 1260 

North Dearborn St.: La Due 

Mo., E. S. Stempfle, 8 Narragan- 

sett; Chicago, IIl., E. Steffy, 10337 

South Hoyne Ave.; Racine, Wis., 

R. W. Mayhew, 1608 South Main 

St. 
Ainsworth-Precision Castings Co. 
Div. of Harsco Corp.* ** 

12600 Berea Rd. 

Cleveland, O. 

Metals: A, D 

Facilities: 1, 2. 4,5 

Trademark: See Section 3 

Representatives: Cleveland 

Ohio, Arthur Witt, J. Ford Ack- 

royd, R. W. Castle, R. G. Gomil- 

lion, 12600 Berea Rd.; Louisville 

Ky., T. H. Pickering, 2013 New- 

market Dr. Northfield Section. 
Ainsworth-Precision Castings Co. 
Div. of Harsco Corp.* ** 

2025 Kishwaukee St. 

Rockford, Ill. 

Metals: A, D 

Facilities: 1, 2, 4,5 

Trademark: See Section 3 

Representatives: See Chicago 

Plant. 
Ainsworth-Precision Castings Co. 
Div. of Harsco Corp.* ** 

P. O. Drawer 1077 


Syracuse 1, N. Y. 
Metals: A, C, D 
Facilities: 1, 2, 3, 4, 5, 6 
Trademark: See Section 3 
Representatives: Syracuse, N. Y 
Gordon C. Curry, B. W. Hind- 
man, J. P. Evans, P. O. Drawer 
1077; Trenton, N. J., C. Fuehrer, 
1912 Pennington Rd.; River 
Edge, N. J., V. B. Ressler, 176 
Greenway Terr.; Cranston, R. I., 
F. B. Ryan, 30 Lockwood St.; 
Pittsford, N. Y., P. A. Surdyke, 
10 Santa Dr.; Syracuse, N. Y., 
J. J. Jennings, Jr.. R. W. Rosen- 
quest, P. O. Box 1077: New York 
N. Y., New York Office, 642 
Chrysler Bldg 
Ajax Die Casting & Mfg. Co 
2002 E. 6 St 
Tulsa, Okla 
Metals: A, D 
Facilities: 1, 2, 4,5, 6 
Akron Presform Mold Co., The 
2038 Main 
Cuyahoga Falls, O 
Metals: A 
Facilities: 1, 2, 4, 5, 6 
Alabama Wire Co., Inc 
Sycamore & Terrace Sts 
Florence, Ala. 
Metals: A 
Facilities: 2, 4,5 
Tradename: Dimension Die 
Castings 
Alacast Corp. 
2229-4th St 
Berkeley, Calif 
Metals: A, D 
Facilities: 1, 3, 5, 6 
Albany Plating & Die Casting Co 
464 W. 33 
Chicago 16, Ill 
Metals: D 
Facilities: 1, 3, 5, 6 
Tradename: Albanizing 
Allen-Stevens Corp.* ** 
33-53 62nd Street 
Woodside 77, N. Y 
Metals: D 
Facilities: 1, 2, 4,5 
Trademark: See Section 3 
Allmetal Diecast Company 
1632 W. Midland Road 
Auburn, Michigan 
Metals: A, C 
Facilities: 1,5 
Trademark: See Section 3 
Alloy Die Casting Co.* 
2211 Firestone Blvd 
Los Angeles 2, Cal 
Metals: A, B, D 
Facilities: 1, 2,5 
Trademark: See Section 3 
Almar Metal Arts 
1 Water Street 
Point Marion, Pa 
Metals: D 
Facilities: 1, 3, 6 
Alpha Industries 
Die Casting Div. 
1300 Wheatland Ave 
Logansport, Ind. 
Metals: A 
Facilities: 1, 2, 4, 5, 6 
Trademark: See Section 3 





Alumiloy Fabricators, Inc. 
202 W. Bennett 
Saline, Mich. 
Metals: A 
Facilities: 1, 2,5 
Trademark: See Section 3 
Aluminum Company of America* 
Madison & Mannheim Rd 
Bellwood, II 
Metals: A, C 
Facilities: 1, 2, 4,5 
Tradename: ALCOA 
Trademark: See Section 3 
Aluminum Company of America* 
Garwood, N. J. 
Metals: A, C 
Facilities: 1, 2, 4,5 
Tradename: ALCOA 
Trademark: See Section 3 
Aluminum Co. of Canada Ltd 
Castings Div 
15 Brown’s Line 
Toronto 14, Ont., Canada 
Metals: A, 

Facilities: 2, 4 
Tradename: ALCAN 
Aluminum Die Casting Co.* 
3452 San Fernando Rd 
Los Angeles 65, Cal. 

Metals: A 
Facilities: 1, 2, 4,5, 6 
Trademark: See Section 3 
Aluminum Diecast Foundries, Inc 
P.O. Box 69 
Winchester, Ind 
Metals: A, C, D 
Facilities: 4, 5 
Ambrit Industries, Inc.* ** 
1288 Los Angeles 
Glendale 4, Cal 
Metals: A, D 
Facilities: 1, 2,5 
Trademark: See Section 3 


American Aluminum Casting Co.* 


332-334 Coit 

Irvington, N. J 

Metals: A 

Facilities: 2, 4 

Trademark: See Section 3 
American Casting & Mfg. Corp 

30 Main Street 

Brooklyn, N. Y. 

Metals: E 

Facilities: 1, 2 
American Die Casting Co. 

850 Pannell St., N.W. 

Grand Rapids 4, Mich. 

Metals: D 

Facilities: 1, 2, 3, 4, 5,6 

Trademark: See Section 3 
American Flange Mfg. Co., Inc 

825 S. Kilpatrick 

Chicago 44, Ill. 

Metals: D 

Tradename: Tri-Sure 
Amerock Corporation 

4000 Auburn Street 

Rockford, Illinois 

Metals: D 

Facilities: 1, 2, 3, 5, 6 

Tradename: Amerock 

Trademark: See Section 3 


Anderson Die Casting & Engineering 


Co.* ** 
1000 E. 60 
Los Angeles 1, Cal 
Metals: A, B, C, D 
Facilities: 1, 2, 3, 4, 5,6 
Trademark: See Section 3 
Anderson Tool & Mfg. Co. 
3450 N. Kostner Ave. 
Chicago 41, Ill. 
Metals: A, D 
Facilities: 1, 2,5 
Arkansas Die Casting Corp. 
Box 26 
Harrison, Ark. 


Metals: A, D 

Facilities: 1, 2, 4, 5, 6 
Arrow-Acme Corp. 

411 Prospect 

Webster City, Ia. 

Metals: A, D 

Facilities: 1,5 

Trademark: See Section 3 
Arrow Aluminum Castings Co 

3135 Berea Rd. 

Cleveland 11, O 

Metals: A 

Facilities: 2, 4 
Art Jack Die Casters, Inc 

36 Goble St. 

Newark 5, N. J. 

Metals: D 

Facilities: 1, 2 
Atlantic Die Casting Co 

17740 Clarann 

Melvindale, Mich 

Metals: A 

Facilities: 1, 2 

Trademark: See Section 3 
Atlas Auto Products, Inc. 

5815 Wilmington Ave. 

Los Angeles 1, Cal 

Metals: D 

Facilities: 1, 3, 6 
Atlas Die Casting Co.* ** 

362 N. Kelley Ave 

Germantown, O 

Metals: A, D 

Facilities: 2,5 

Tradename: Atlas 

Trademark: See Section 3 
Atomic Die Casting Corp. 

7817 S. Claremont Ave 

Chicago 20, IIl. 

Metals: A, D 

Facilities: 1, 2,3, 4.5, 6 

Trademark: See Section 3 
Auel Industries 

Herminie, Pa. 

Metals: D 

Facilities, 1, 2, 5, 6 
Aurora Metal Co 

614 W. Park Ave 

Aurora, III. 

Metals: B 

Facilities: 2,5 

Tradename: Aur-O-Met 

Trademark: See Section 3 
Automotive Accessory Co., Ltd 

1551 Erin St. 

Winnipeg, Man., Canada 

Metals: D 

Facilities: 1, 2, 4.5 

Tradename: AAC 

Trademark: See Section 3 
Badger Die Casting Corp.* ** 

201 W. Oklahoma Ave. 

Milwaukee 7, Wis. 

Metals: A, D 

Facilities: 1, 2, 5 

Trademark: See Section 3 
Banner Meta! Products Ltd 

1680 Kildare Rd. 

Windsor, Ont., Canada 

Metals: D 

Facilities: 1, 2, 5 
Banthrico Industries, Inc. 

17 N. Desplaines St. 

Chicago 6, Ill. 

Metals: A, D 

Facilities: 1, 2, 5,6 
Barber Die Casting Co. Ltd. 


Postal Station “B”, Box 240 


Hamilton, Ont., Canada 
Metals: A, B, C, D 
Facilities: 1, 2, 3, 4, 5,6 
Trademark: See Section 3 


Barrington Tool & Engineering Co. 


335 E. Station 
Barrington, Ill. 
Metals: D 
Facilities: 1, 2,5, 6 


Basic Aluminum Casting Co. 
1325 E. 168 
Cleveland 10, O 
Metals: A 
Facilities: 2 
Trademark: See Section 3 
Beaut Mfg. Co., Inc 
7500 Tonnelle Ave. 
North Bergen, N. J. 
Metals: D, E 
Facilities: 1, 2, 5,6 
Benda Tool & Model Works 
1444 Fourth St 
Berkeley 10, Cal 
Metals: A, D 
Facilities: 1, 2, 5 
Bendix Foundries 
Bendix Aviation Corp. 
Teterboro, N. J 
Metals: A, C 
Facilities: 2, 4 
Tradename: Bendix 
Trademark: See Section 3 
Benton Harbor Malleable 
Industries, Inc 
Die Cast Div 
171 Graham Ave 
Benton Harbor, Mich 
Metals: D 
Facilities: 1, 3, 5,6 
Trademark: See Section 3 
Blaking Co. 
921 N. E. Main 
Minneapolis, Minn 
Metals: D 
Facilities: 1, 2, 4, 5,6 
Blue Ridge Pressure Castings, Inc 
Bridge St 
Lehighton, Pa 
Metals: A, B, D 
Facilities: 2 
Trademark: See Section 3 
Chas. D. Briddell, Inc 
Crisfield, Md 
Metals: D 
Facilities: 1, 3, 4, 5, 6 
Brillcast, Inc 
2544 Thornwood, S.W 
Grand Rapids 9, Mich. 
Metals: A, D 
Facilities: 1, 2,5 
Bruce Mfg. & Molding Co., 
Atwater St. 
Plantsville, Conn 
Metals: A, D 
Facilities: 1, 2, 4, 5, 6 
Bruin Mfg. Co 
607 N. Fourth Ave. 
Marshalltown, Ia. 
Metals: A, D 
Facilities: 1, 2, 5,6 
Trademark: See Section 3 
Bucy Mfg. Co. 
625 S. Glenwood P! 
Burbank, Cal 
Metals: A, D 
Facilities: 2 
Buehrle Engineering Co 
856 E. Broadway 
Muskegon, Mich. 
Metals: A, D 
Facilities: 1, 2,5 
Trademark: See Section 3 
Burton Die Casting Co. 
G-6427 Davison Rd. 
Davison, Mich. 
Metals: D 
Facilities: 2 
Caldwell Casting Co., Inc., The 
Market St. 
Cambridge, Md 
Metals: D 
Facilities: 1, 2, 3, 4, 5,6 
Calko Die Casting Co 
43 Sunnyside Ave. 
P. O. Box 552 
Stamford, Conn 
Metals: D 
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Facilities: 1, 5 
Tradename: Calko-Stamford 
Tradename: See Section 3 
Callen Mfg. Corp.* ** 
1425 N. First Ave. 
Maywood, III. 
Metals: D 
Facilities: 1, 2,5 
Trademark: See Section 3 
Camp Aircraft Parts, Inc. 
1133-39 McCarter Hwy. 
Newark 2, N. J. 
Metals: A, D 
Facilities: 1, 2,5 
Tradename: CAP 
John J. Carey Co. 
2194-96 Bridge St. 
Philadelphia 24, Pa. 
Metals: D 
Facilities: 1, 2,5 
Trademark: See Section 3 
Carpenter Die Casting Co. Ltd. 
474 Burlington St., E. 
Hamilton, Ont., Canada 
Metals: A, D, E, F 
Facilities: 1, 2, 3,5 
Trademark: See Section 3 
J. I. Case Co. 
Magneto Div. 
S. Independence Ave. 
Rockford, III. 
Metals: A 
Facilities: 1, 4, 5,6 
Casper’s Machine Shop 
1047 77th Ave. 
Oakland, Cal. 
Metals: D 
Facilities: 1, 2,5 
Central Casting Co. 
400-416 Trumbull 
Elizabeth, N. J. 
Metals: A, D 
Facilities: 1, 2, 3, 4, 5, 6 


Central Die Casting & Mfg. Co., 


Inc.® °° 

2935 W. 47 St. 

Chicago 32, Ill. 

Metals: A, D 

Facilities: 1, 2,5 

Trademark: See Section 3 
Central Pattern Co. 

134-36 So. Front St. 

Quincy, Ill. 

Metals: A, D 

Facilities: 2 
Century Die Casting Co.* 

2629 W. Fletcher 

Chicago 18, Il. 

Metals: A, D 

Facilities: 2 

-Trademark: See Section 3 
Challenger Lock Co., Inc. 

4865 Exposition Blvd. 

Los Angeles 16, Calif. 

Metals: A, D 

Facilities: 1, 2, 3, 5, 6 
W. L. Chapman Co., Inc. 

2886 E. Walnut 

Pasadena 8, Cal. 

Metals: A, B 

Facilities: 2, 5 
Char-Lynn Co.* 

2843 26th Avenue, S. 

Minneapolis 6, Minn. 

Metals: A 

Facilities: 1, 2,5 

Trademark: See Section 3 
Chautauqua Hardware Corp. 

31 Water 

Jamestown, N. Y. 

Metals: A, D 

Facilities: 1, 2, 3, 4, 5, 6 
Chicago Die Casting Mfg. Co. 

2510 W. Monroe 

Chicago 12, Ill. 

Metals: D 

Facilities: 1, 2, 5, 6 
Chicago Expansion Bolt Co. 
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1338 W. Concord PI. 
Chicago 22, Ill. 
Metals: E 
Facilities: 1, 2,5 

Chicago White Metal Casting, 

inc.* ** 
5239 W. Grand Ave. 
Chicago 39, Ill. 
Metals: A, D 
Facilities: 2, 3, 4, 5, 6 
Tradename: CWM 
Trademark: See Section 3 
Representatives: Indianapolis, 
Ind., W. A. Dentel, 3728 Manor 
Ct.; Shaker Heights, Ohio, A. L. 
Gordon, 2525 Kemper Rd.; Chi- 
cago, Ill., S. Gregory, Wm 
Keane, 7101 S. Stoney Island, F. 
Kruchten, 9633 S. Dobson Ave., 
N. Levinson, 2944 W. Chase Ave.; 
Indianapolis, Ind., H. M. Oshry, 
R. H. Thielker, 3728 Manor Ct.; 
Chicago, Ill., R. N. Provost, 15 S. 
Austin Blvd. 

Cincinnati Die Casting Co., The* ** 
2117 Spring Grove Ave 
Cincinnati 14, O 
Metals: A, B, D 
Facilities: 1, 2, 3,5 
Tradename: CINDIE 
Trademark: See Section 3 

Clinton Machine Co 

Die Cast Div 
Clinton, Mich. 

Metals: A, D 

Facilities: 1, 2,5 

Trademark: See Section 3 
Clyde Equipment Co. 

3816 McDonald 

St. Louis 16, Mo. 

Metals: D 

Facilities: 1, 2, 3, 5, 6 

Trademark: See Section 3 
Coast Die Casting Co.* 

5752 Joanne Place 

Culver City, California 

Metals: A. D 

Facilities: 2,5 

Trademark: See Section 3 
Colbert Die Cast Co. 

5416 Tweedy Blvd. 

South Gate, Cal. 

Metals: A, D 

Facilities: 1, 2,5, 6 

Comet Metal Products Co., Inc. 
132 Street & 91st Ave. 
Richmond Hill 18, N. Y. 
Metals: D, E, F 
Facilities: 1, 2, 5, 6 
Trademark: See Section 3 

Columbia Metal Products Inc. 
Box 544 
Columbia, Tenn. 

Metals: A 
Facilities: 2 

Conetta Tool & Die Co., Inc. 
73 Sunnyside Ave. 
Samford Conn. 

Metals: D 
Facilities: 1, 2,5 

Congdon Die Casting Co. 
1266 Godfrey Ave., S.W. 
Grand Rapids, Mich. 
Metals: D 
Facilities: 1, 2,5 

Conneaut Die Casting* ** 
618 Sandusky 
Conneaut, O. 

Metals: A, D 
Facilities: 1, 2, 3, 4,5, 6 
Trademark: See Section 3 

Consolidated Die Cast Corporation 

of America 
Dowagiac, Mich. 

Metals: A, D 

Facilities: 1, 2, 3, 5, 6 

Trademark: See Section 3 
Continental Die Casting Corp.* ** 


9615 Grinnell Ave 

Detroit 13, Mich. 

Metals: D 

Facilities: 1, 2, 3, 5, 6 

Trademark: See Section 3 
Continental Metallifacture Co. 

414 Pine St. 

Scranton, Pa 

Metals: A, D 

Facilities: 1, 5 

Tradename: CMC 
Robert A. Cox Die Casting Co.* 

11418 Knightsbridge Ave. 

Culver City, Cal. 

Metals: A 

Trademark: See Section 3 
Crown City Die Casting Co. 

84 N. Fulton Ave. 

Pasadena 8, Calif. 

Metals: A, D 

Facilities: 1, 2. § 

Trademark: See Section 3 
Dallas Die-Casting Co. 

316 Rock Island St. 

Dallas 7, Tex 

Metals: A, D 

Facilities 
Danacor Co 

430 Carroll 

Brooklyn 15, N. Y. 

Metals: D 

Facilities: 1, 2,5 
Edward W. Daniel Co 

4050 St. Clair Ave. 

Cleveland 3, O 

Metals: D 

Facilities: 1, 5, 6 

Trademark: See Section 3 
Darmon Tool & Mfg. Corp. 

2664 Park Ave. 

New York, N. Y 

Metals: D 

Facilities: 1, 2. 5,6 
Dayton Die Casting Co 

111 Front 

Dayton 2, O. 

Metals: A, D, E ; 
Dearborn Diecasting & Cavity Co. 

199 Vinewood Ave 

Detroit 16, Mich 

Metals: D 

Facilities: 1, 2,5 

1806 N. Keeler Ave 
DeCardy Bros. Co.* ** 

Chicago 39, Ill. 

Metals: D, E 

Facilities: 2, 5 
DeLaval Separator Co 

25 Columbia 

Poughkeepsie, N. Y 

Metals: D 

Facilities: 1, 4, 5, 6 

Trademark: See Section 3 
Delta Die Casting Corp.* 

9393 W. Seymour Ave 

Schiller Park, II. 

Metals: A 

Facilities: 2, 4,5 

Trademark: See Section 3 
Denham Mfg. Co. 

Pere Marquette St. 

Big Rapids, Mich. 

Metals: D 

Facilities: 1, 2, 3, 4, 5, 6 

Trademark: See Section 3 
DeRoy Mfg. Co 

9208 Atlantic Ave. 

South Gate, Cal. 

Metals: D 

Facilities: 1, 2, 5 
Detroit Die Casting Corp.* ** 

597 Beaufait Ave. 

Detroit 7, Mich. 

Metals: D 

Facilities: 3 

Trademark: See Section 3 
Detroit Ice Machine Co. 

2615 12th St. 





Detroit 16, Mich 
Metals: A 
Facilities: 5 
Tradename: DIMCO 
Dialoy, Inc. 
214 S. Clinton 
Chicago 6, Ill. 
Metals: A, D 
Facilities: 2,5 
Tradename: DIALOY 
» Cast Products, Inc 
4040 Hough Ave 
Cleveland 3, O 
Metals: A, D, E 
Facilities: 1,5 
» Cast Products, Inc.* 
621 W. Rosecrans Ave 
Gardena, Cal 
Metals: A, D 
Facilities: 1, 2, 5 
Trademark: See Section 3 
» Casting Corp. of Florida 
3000 N. W. 75 
Miami 47, Fla 
Metals: A, D 
Facilities: 2 
casters, Inc 
720 Grand Ave 
Ridgefield, N. J 
Metals: A, D 
Facilities: 1, 2, 5,6 
Tradename: FM Products 
Trademark: See Section 3 
Dieco Die Casting Corp 
59-27 Decatur 
Brooklyn 27, N. Y 
Metals: D 
Facilities: 1, 2,5 
Trademark: See Section 3 
J. E. Dietz Mfg. Co 
9216 Bermudez 
Rivera, Cal 
Metals: D 
Facilities: 2, 5 
Dixie Die Casting Corp 
Box 1208 
Reidsville, N. C 
Metals: A 
Facilities: 2, 4,5 
Trademark: See Section 3 
Dollin Corp.* ** 
600 S. 21st. 
Irvington 11, N. J. 
Metals: A, D 
Facilities: 1, 2, 3, 5, 6 
Trademark: See Section 3 
Representatives: St. Louis, Mo., 
Emmett T. Bergmann, 3910 Lin- 
dell Blvd.; Denville, N. J., Ed- 
ward R. Broderick, 140 Rainbow 
Trail; Canton, Ohio, Albert H. 
Dervin, 217-18th St. N.W.:; 
Flushing, N. Y., T. R. Foley, 
32-32 161st St.; Detroit, Mich., 
J. L. Fralick, 18040 James Cou- 
zens Highway; Louisville, Ky., 
Marvin C. Greer, 3620 Lexing- 
ton Rd.; St. Paul, Minn., A. A. 
Gustafson, 161 Griggs-Midway 
Bldg.; Chicago, Ill.. Hember & 
Associates, Inc., 1554 Howard 
St.; Boston, Mass., B. F. Jaques, 
67 Batterymarch St.; Buffalo, N 
Y., Robert C. Kleindinst, P. O 
Box 18; Hershey, Pa., Edward A. 
Linhart, P. O. Box 366; Mem- 
phis, Tenn., L. E. Offutt Co., 
Inc., 431 N. Dunlap St.; Char- 
lotte, N. C., G. S. Patton & As- 
soc., Municipal Airport Termi- 
nal; Bayside, Long Island, N. Y., 
J. R. Schuchardt, 45-46 220th 
St.; Glenside, Pa., John M. Sul- 
livan, 732 Hillcrest Ave 
Dominion Die Casting Ltd. 
Heinz St 
Wallaceburg, Ont., Canada 
Metals: A, D 


Facilities: 1, 2,5 
Trademark: See Section 3 
Dow Chemical Co., The* 
Magnesium Die Casting Sales 
Midland, Mich. 
Metals: A, C 
Facilities: 1 
Trademark: See Section ‘ 
Dowst Manufacturing Co 
600 No. Pulaski Rd 
Chicago 24, Ill 
Metals: D 
Facilities: 1, 2, 3, 6 
Tradename: Shure-Cast 
Duane Specialties, Ltd 
209 Parkhurst 
Newark 5, N. J 
Metals: D 
Facilities: 1, 2,5 
Tradename: Duane 
Trademark: See Section 3 
DuPage Die Casting & Fabricating 
Co., Ine 
8049 N. Ridgeway Ave 
Skokie, I] 
Metals: A, D 
Facilities: 2,5 
Trademark: See Section 3 
Du-Wel Metal Products, Inc 
P. O. Box 307 
Bangor, Mich 
Metals: A, D 
Facilities: 1, 2, 3, 5, 6 
Trademark: See Section : 
Dynamic Die Casting Co. 
510 W. Ten Mile Rd 
Madison Heights, Mich 
Metals: D 
Facilities: 1, 5, 6 
Tradename: D.D.C 
E. B. Metal Products Co., Inc 
12-12 Bridge Plaza, S 
Long Island City 1, N. Y 
Metals: D 
Facilities: 1, 2,5 
Eastern Malleable Iron Co. 
Eastern Casting Corp. Div. 
64 S. William St. 
Newburgh, N. Y. 
Metals: A 
Facilities: 1, 2, 4, 5, 6 
Trademark: See Section 3 
Representatives: Newburgh, N 
Y., W. M. Adams, E. D. Word, 
Eastern Casting Corp.; Union, N. 
J., Talbot Associates Inc., Morris 
Ave.; Naugatuk, Conn., Eastern 
Malleable Iron Co.; Cleveland, 
Ohio, Eberhard Mfg. Co. Div.; 
Syracuse, N. Y., Frazer & Jones 
Div.; Wilmington, Delaware, 
Eastern Malleable Iron Co 
. H. Eggers Co. 
4701 Perkins Ave 
Cleveland 3, O. 
Metals: A 
Facilities: 1, 5,6 
Enhorning Industries 
2013 W. 69 
Chicago 36, Ill. 
Metals: D 
Facilities: 1, 2,5 
Ehrhart Die Casting Co. 
K.O.K.X. Road 
Hamilton, Il. 
Metals: D 
Facilities: 1, 3, 5, 6 
Eklind Tool & Mfg. Co. 
2627 N. Western Ave. 
Chicago 47, Ill. 
Metals: D 
Facilities: 1, 2, 5, 6 
El Cajon Die Casting & Mfg. Co. 
590 Marshall Ave. 
El Cajon, Cal. 
Metals: D 
Facilities: 1, 2,5 


Electric Auto-Lite Co., The 
Lamp Div. 

Cincinnati 15, O. 

Metals: A, B, D 

Facilities: 1, 2, 3, 4, 5, 6 

Tradename: Auto-Lite 

Trademark: See Section 3 
Electric Auto-Lite Co., The 
Woodstock Div 

501 Clay Street 

Woodstock, II 

Metals: A, D 

Facilities: 1, 2, 3, 4, 5, 6 

Tradename: Auto-Lite 

Trademark: See Section 3 
E] Monte Tool & Die Casting, Inc.* ** 

2425 N. Tyler Ave. 

El Monte, Cal 

Metals: A, D 

Facilities: 2,5 

Trademark: See Section 3 
Empire Die Casting Co 

19800 Miles Ave 

Cleveland 28, O 

Metals: A 

Facilities: 2,5 

Tradename: Empire 

Trademark: See Section 3 
Engineering Cast Products 

17601 Swilt 

Detroit 3, Mich 

Metals: A, D 

Tradename: Plaster Process 
Engineers Tool & Mfg. Co., Inc.* 

7 Island Brook Avenue 

Bridgeport 6, Connecticut 

Metals: D 

Facilities: 2,5 
Ertl Co.. The 

2475 Ertl Lane 

Dubuque, Ia 

Metals: A, D 

Facilities: 1, 5, 6 
Exact Tool & Die Co 

5829 Tireman Ave 

Detroit 4, Mich 

Metals: A 

Facilities: 1, 2,5 

Trademark: See Section 3 
Excel Products Co., Inc 

Codwise Ave. & Elizabeth St 

New Brunswick, N. J 

Metals: D 

Facilities: 1, 2, 5,6 
Falconer Metal Specialty 
Ce., lac.* ** 

Fairmont Ave. 

Lakewood, N. Y. 

Metals: A, D 

Facilities: 1 

Trademark: See Section 3 
Fall River Tool & Die Co 

4 Walker St 

Fall River, Mass 

Metals: A, D 

Facilities 1, 2, 4,5 
Fanarc Mfg. Co., Inc.* 

1115 W. Whittier Blvd 

Whittier, Calif 

Metals: A, D 

Facilities: 1, 2, 6 

Tradename: Fanarc 
Federal Die Casting Co.* ** 

2220 Elston Ave. 

Chicago 14, Ill. 

Metals: A, D 

Facilities: 1, 2, 4,5, 6 

Trademark: See Section 3 
Finkel Umbrella Frame Co.. Inc 

200 Brush Ave 

Bronx 65, N. Y 

Metals: D 

Facilities: 1, 2, 5,6 
Fisk Products Inc 

207 N. Main St 

Berrien Springs, Mich 

Metals: D 


Facilities: 2,5 
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Form-A Die Casting Corp. 
100 Felton Street 
Waltham 54, Mass. 
Metals: A, D 
Facilities: 2,5 

Forster-Appelt Mfg. Co., Inc. 

82 E. Lanark Ave. 
Lanark, Il. 
Metals: A, D, E 
Facilities: 1, 2,5 
Tradename: Forster 

Fort Die Casting Corp. 

2409 Wills St. 

Marysville, Mich. 

Metals: A, D, E 
Facilities: 1, 2, 3, 5, 
Tradename: Fort 
Trademark: See Section 3 

Fort Worth Die Casting Co., Inc. 
1213 E. Daggett 
Ft. Worth, Texas 
Metals: A, D 
Facilities: 1, 3 
Tradename: Big Boy Ft. Worth, 
Tex. 

Trademark: See Section 3 

Frantz Mfg. Co. 

1200 Camden Ave., S.W. 
Canton 6, O. 

Metals: A, D 

Facilities: 1, 2, 5, 6 
Trademark: See Section 3 

Future Products Co. 

3625 N. Mississippi Ave. 
Portland 12, Ore. 

Metals: D 

Facilities: 1, 2 
Tradename: FPC 
Trademark: See Section 3 

Gasket, Packing & Specialty Co., Inc. 

41 N. Saxon Ave. 
Bay Shore, N. Y. 
Metals: E, F 
Facilities: 1, 2, 5,6 

Gemco Mfg. Co. 

501 S. Lipan 
Denver 23, Colo. 
Metals: A, D 
Facilities: 1, 2,5 

General Cast Products, Inc. 
2211 Waverly Street, Swissvale 
Pittsburgh 18, Pa. 

Metals: D 
Facilities: 2 

General Die Casting Co. 

1956 Burdette St. 
Ferndale 20, Mich. 
Metals: D 

Facilities: 1, 2, 3, 5, 6 
Trademark: See Section 3 

General Electroplating Co. 
601 Russell Ave. 
Indianapolis 25, Ind. 
Metals: D 
Facilities: 1, 3, 5, 6 

General Metals Corp. 

444 S. Ninth Ave. 
Mt. Vernon, N. Y. 
Metals: D 
Facilities: 1, 2, 3, 6 

General Motors Corp. 

AC Spark Plug Div. 

1300 N. Dort Highway 

Flint 2, Mich. 

Metals: A, C, D 

Facilities: 1, 2, 3, 4, 5,6 

Trademark: See Section 3 
General Motors Corp. 
Fabricagt Div. 

P. O. Box 211 

Malvern, Ark. 

Metals: A 

Facilities: 2, 4 

Tradename: FABRICAST 

Trademark: See Section 3 
General Motors Corp. 
Fabricast Div. 

P. O. Box 271 
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Bedford, Ind. 
Metals: A 
Facilities: 2, 4 
Tradename: FABRICAST 
Trademark: See Section 3 
Gibbs Automatic Moulding Corp. 
1106 5th Street 
Henderson, Ky. 
Metals: A, D 
Facilities: 1, 2, 3, 5, 6 
Trademark: See Section 3 
Representatives: Henderson, 
Ky., W. J. Chovanec, 1106 5th 
Street; Birmingham, Mich., L. R. 
Mattice, 31700 Nixon Rd.; Evans- 
ville. Ind., S. L. Nicholson, P. 
O. Box 1062, Sta. C. 
Gordon Mfg. Co. Ltd. 
1390 Wallace 
Wallaceburg, Ont., Canada 
Metals: A 
Tradename: PERMOLD 
Gorton & MacIntyre 
55 South Third Ave. 
Mount Vernon, N. Y. 
Metals: D 
Facilities: 1 
Grand Die Casting, Inc.* 
7936 W. Grand Ave. 
Elmwood Park 35, III. 
Metals: A, D 
Facilities: 1, 2,5 
Trademark: See Section 3 
Grand Rapids Brass Co. 
Div. of Crampton Mfg. Co. 
420 50th St., S. W. 
Grand Rapids 8, Mich. 
Metals: D 
Facilities: 1, 3, 5, 6 
Trademark: See Section 3 
Grand Rapids Die Casting Co. 
2125 Turner Rd., N. W. 
Grand Rapids 4, Mich. 
Metals: D 
Facilities: 1, 2, 3, 5,6 
Trademark: See Section 3 
Grand Steel & Mfg. Co. 
1400 W. 14 Mile Rd. 
Clawson, Mich. 
Metals: A, D 
Facilities: 1, 3,5 
Trademark: See Section 3 
Great American Plastics Co. 
Factory St. 
Nashua, N. H. 
Metals: D 
Facilities: 1, 2, 5, 6 
Tradename: Irwin 
Trademark: See Section 3 
C. M. Grey Industries Inc.* ** 
358 Central Ave. 
East Orange, N. J. 
Metals: A, D, E, F 
Facilities: 2, 5 
Trademark: See Section 3 
Gries Reproducer Corp.* ** 
140 Beechwood Ave. 
New Rochelle, N. Y. 
Metals: D 
Facilities: 1, 2, 3, 4,5 
Tradename: Intercast 
Trademark: See Section 3 
Representatives: Los Angeles, 
Cal., Hargrove-Green Co., 5429 
Alhambra Ave.; Chicago, II, 
Jay C. Angel & Co., 2743 W. 
Peterson Ave.; Westwood, Mass., 
G. W. Byron, 77 Greenhill Rd.; 
Excelsior, Minn., A. R. Comp- 
ton, P. O. Box 425; Shaker 
Heights, O., H. F. Davis & Sons, 
3262 Warrington Rd.; Milwau- 
kee, Wis., Clarence W. Binzel, 
305 Century Bldg.; Atlanta, Ga., 
South East Atlantic Co., 2443 N. 
Amanda Circle NE; Manhassett, 
N. Y., B. L. Rosenthal, Inc., 15 
Colonial Parkway; Flushing, N. 


Y., Jack Makler, 73-17 164th St.; 
Webster Groves, Mo., Compo- 
nents & Equipment Co., 501 Clark 
Ave.; Habana, Cuba, Jose Rod- 
riguez Roldan, Apartado (P. O. 
Box) 3317. 
H & M Industries, Inc. 
26810 Telegraph Rd. 
Flat Rock, Mich. 
Metals: A, C, D 
Facilities: 1, 2, 3, 4,5, 6 
Trademark: See Section 3 
H & S Metal Products Co. 
4159 Whiteside St. 
Los Angeles, Calif. 
Metals: A, C 
Facilities: 2, 4,5 
Hadlock & Temte, Inc 
P. O. Box 405 
Winfield, Ml. 
Metals: D 
Facilities: 2, 5 
Trademark: See Section 3 
Halex Die Casting Co. 
8640 Bessemer Ave. 
Cleveland 27, O. 
Metals: A, D 
Facilities: 1, 2,5 
Tradename: Halex 
Trademark: See Section 3 
C. M. Hall Lamp Co. 
1035 E. Hancock Ave. 
Detroit 7, Mich. 
Metals: D 
Facilities: 1, 3, 5,6 
Hall Level & Mfg. Wks. 
1119 E. 4th St., P. O. Box 1101 
Austin, Texas 
Metals: A, D 
Facilities: 1, 5,6 
Tradename: Hall Level 
Hamilton Diecasting Corp.* 
2020 Jericho Turnpike 
New Hyde Park, N. Y. 
Metals: A, D 
Facilities: 1, 2,5 
Trademark: See Section 3 
Hamilton Die Cast Inc. 
240 North “B” St. 
Hamilton, Ohio 
Metals: A, D 
Facilities: 1, 2, 3, 4,5, 6 
Trademark: See Section 3 
Hamlin Products, Inc. 
7600 Asher Ave., P. O. Box 2016 
Little Rock, Ark. 
Metals: A 
Facilities: 1, 2, 4, 5,6 
Trademark: See Section 3 
Hampden Brass & Aluminum Co. 
262 Liberty St. 
Springfield 1, Mass. 
Metals: A, D 
Facilities: 2, 4,5 
Tradename: Hampden 
Trademark: See Section 3 
Harbot Die Casting Corp.* 
52 E. Centre 
Nutley 10, N. J. 
Metals: A 
Facilities: 1, 2, 5 
Hardy Mfg. Corp. 
Sub. of Sheller Mfg. Corp. 
Union City, Ind. 
Metals: D 
Facilities: 1, 2, 3, 5, 6 
Harvey Aluminum 
19200 S. Western Ave. 
Torrance, Calif. 
Metals: A 
Facilities: 1, 2, 3, 4, 5, 6 
Harvill Corp.* ** 
6251 W. Century Blvd. 
Los Angeles 45, Cal. 
Metals: A, B, C, D 
Facilities: 1, 2, 5 
Trademark: See Section 3 





Haug Die Casting Corp. 
52 Brown Ave. 
Springfield, N. J 
Metals: D 
Facilities: 1, 2, 3, 5, 6 
Hayden Mfg. Co 
173 N. Peoria 
Chicago, IIl. 
Metals: D 
Facilities: 1, 2, 3, 4, 5,6 
Heick Die Casting Corp.* ** 
6550 W. Diversey Ave 
Chicago 35, Ill 
Metals: A, D 
Facilities: 1, 2,5 
Trademark: See Section 3 
Helfrich Die Casting Co 
208 Schneider Rd 
North Canton, O 
Metals: D 
Facilities: 1, 2,5 
Trademark: See Section 3 
Helm Accessories, Inc 
8820 Grinnell 
Detroit 13, Mich 
Metals: D 
Facilities: 1, 5 
Hermel Die Casting Corp 
P. O. Box 155 
Eau Claire, Mich 
Metals: A, D 
Facilities: 1, 2,5 
Hilfinger Corp.* ** 
1800 Westwood Ave 
Toledo 7, O 
Metals: D 
Facilities: 
Trademark: See Section 3 
Holland Die Casting Co. Inc 
582 Gordon 
Holland, Mich 
Metals: D 
Facilities: 1, 3, 5, 6 
Trademark: See Section 3 
Hooper Die Casting 
300 Maple Ave 
Trenton 8, N. J 
Metals: D, E 
Facilities: 2 
Hoover Co., The* ** 
Die Casting Div. 
North Canton, O. 
Metals: A, D 
Facilities: 2,5 
Tradename: Hoover 
Trademark: See Section 3 
Representatives: Royal Oak, 
Mich., Earl M. Hovey, 4346 N 
Woodward Ave. (Detroit Area): 
North Canton, O., C. R. Nelius, 
c/o The Hoover Co. (Midwest); 
E. R. Speicher, c/o The Hoover 
Co. (East) 
Hoover Ball & Bearing Co. 
Universal Die Casting Div. 
Saline, Mich. 
Utilex Div 
Fowler, Mich. 
Glenvale Products Div. 
Malvern, Ark. 
Adrian Division 
Adrian, Mich. 
Metals: A, D 
Facilities: 1, 2, 3, 4, 5,6 
Hudson Valley Aluminum Co., Inc. 
Box 506 
Newburgh, N. Y. 
Metals: A 
Facilities: 1, 2,5 
R. W. Hughes Industries, Inc 
2713 Ludelle 
Ft. Worth, Tex. 
Metals: A, D 
Facilities: 1, 2, 4,5 
Hurd Lock & Mfg. Co. 
Almont Division 
Almont, Michigan 
Metals: D 
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Facilities: 1, 2, 3,5,6 
Tradename: Hurd 
Trademark: See Section 3 
Ideal Toy Corp. 
184-10 Jamaica Ave. 
Hollis, N. Y. 
Metals: D 
Illinois Advance Die & Mold Co 
2005 N. Major Ave. 
Chicago 39, IIl. 
Metals: A, D 
Facilities: 1, 2,5 
Illinois Lock Co., The 
819 S. Ada 
Chicago 7, Il. 
Metals: D 
Facilities: 1, 2, 3,5 
Imperial Die Casting Corp 
11411 Knightsbridge Ave 
Culver City, Calif. 
Metals: A 
Facilities: 1, 2, 5, 6 
Indiana Steel Products Co., The 
Valparaiso, Ind 
Metals: A (Alnico Magnet 
housings only) 
Facilities: 1, 2, 4, 5, 6 
Tradename: “Hyflux” Alnico 
Permanent Magnets 
Industrial Die Cast & Mfg. Co., Inc. 
2980 N.W. 22nd St. 
Miami, Fla 
Metals: A, D 
Facilities: 2 
Tradename: “IDCO” 
Industrial Die Casting Co 
2300 N. Lister Ave. 
Chicago 14, Il. 
Metals: A 
Facilities: 1, 2, 4, 5, 6 
Trademark: See Section 3 
Inland Die Casting Co., Inc 
8141 N. Lawndale 
Skokie, Il. 
Metals: A 
Facilities: 1, 2 
Irrigation Equipment Co., Inc 
1300 Bethel Dr 
Eugene, Oregon 
Metals: A, B, C, D 
Facilities: 1, 2, 3, 4, 5, 6 
Tradename: IRECO 
Trademark: See Section 3 
Irvington Die Casting Co. 
133 S. 20 St. 
Irvington, N. J. 
Metals: A, D 
J & F Tool & Die Casting Corp 
P. O. Box 175 
Athens, Pa. 
Metals: D 
Facilities: 1, 2,5 
Jersey Plastic & Die Casting Co.* ** 
149 Shaw Ave 
Irvington 11, N. J. 
Metals: A, D 
Facilities: 1, 2, 5, 6 
Jervis Corp. 
Grandville, Mich 
Metals: A, D 
Facilities: 1, 2, 3, 4, 5,6 
Trademark: See Section 3 
Die Casting Corp.* ** 
1317 W. Concord Place 
Chicago 22, Illinois 
Metals: A, D 
Facilities: 2, 5 
Kadee Metal Products Co 
720 S. Grape 
Medford, Ore. 
Metals: A, D, E 
Facilities: 1, 2, 4, 5,6 
Tradename: KADEE 
Trademark: See Section 3 
Kalamazoo Die Casting Co. 
Mastenbrook Dr. & Milham Rd 
Kalamazoo, Mich. 


Metals: A, D 

Facilities: 2,5 

Trademark: See Section 3 
Kaljer Mfg. Co. Div. of Jervis Corp. 

Middleville, Mich 

Metals: A 

Facilities: 1, 5 

Trademark: See Section 3 
Kamin Die Casting & Mfg. Co.* 

3315 N. Knox Ave. 

Chicago 41, Tl. 

Metals: A, D 

Facilities: 2, 5 

Trademark: See Section 3 
Ken-Moore Die Cast 

12299 Woodbine 

Detroit, Mich 

Metals: D 

Facilities: 1, 2, 3, 5,6 

Tradename: K. M 
Kennedy Die Castings, Inc 

200 Harding St 

Worcester 4, Mass 

Metals: A, D 

Facilities: 1,5 
Mark Kenny Products Co., Inc 

251 E. 137 St 

New York 51, N. Y 

Metals: D 

Facilities: 1, 2,5 
Kent Castings Corp 

200 Garden St., S.E. 

Grand Rapids, Mich 

Metals: D 

Facilities: 1, 2. 3. 4, 5,6 

Tradename: Kencast 

Trademark: See Section 3 
Kiowa Corp.* ** 

1200 E. May St 

Marshalltown, Ia 

Metals: A, D 

Facilities: 1, 2,5 

Trademark: See Section 3 
Kiser Plating Co., Inc 

P. O. Box 904 

401 East Howard St 

Muncie, Indiana 

Metals: A, D 

Facilities: 1, 3.5, 6 

Tradename: Kov Kiser 
Kisiel Die Casting Works 

127 Otis St 

Batavia, N. Y 

Metals: A, D. E 

Facilities: 1, 2,5 
Kitchen-Quip, Inc. 

E. Marion Street 

Waterloo, Ind. 

Metals: A 

Facilities: 1, 2, 3,5 
Kolsters Tool & Die Co. 

8451 Baldwin St. 

Oakland, Calif. 

Metals: A, D, E, F 

Facilities: 1, 2, 5 
Paul Krone Die Casting Co.* ** 

1811 N. Kostner Ave. 

Chicago 39, 11] 

Metals: A, D 

Facilities: 2, 5 

Trademark: See Section 3 
Kuhlman Diecasting Co 

7300 East 17th St 

Kansas City 26, Mo 

Metals: A, D 

Facilities: 1, 2, 3, 5,6 

Tradename: KD 

Trademark: See Section 3 
Kwikset Locks, Inc 

516 E. Santa Ana 

Anaheim, Cal 

Metals: A, D 

Facilities: 

Tradename: Kwikset 

Trademark: See Section 3 
Laboratory Equipment Corp 

Hilltop Rd., P. O. Box 151 

St. Joseph, Mich. 
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Metals: D 

Facilities: 1, 2, 3, 5,6 

Tradename: Leco 

Trademark: See Section 3 
Laco Die Casting Co. 

23440 Lakeland Blvd. 

Euclid 23, Ohio 

Metals: D 

Facilities: 5 


La France Precision Casting Co. 


29th & McKean Sts. 

Philadelphia 45, Pa. 

Metals: D 

Facilities: 1, 2, 3, 5,6 
Lake Center Switch Co 

51 Johnson 

Winona, Minn. 

Metals: D 

Facilities: 1, 2, 5, 6 
Lakeshore Die Casting Ltd. 

482 Queen Elizabeth Way 

Oakville, Ont., Canada 

Metals: A, D 

Facilities: 1, 2,5 

Tradename: LAKESHORE 

Trademark: See Section 3 
Lansco Die Casting Co.* ** 

2029 N. Chico Ave. 

El Monte, Cal. 

Metals: A, D 

Facilities: 1, 2,5 
Latrobe Die Casting Co.* 

Unity St. 

Latrobe, Pa. 

Metals: A, D, E, F 

Facilities: 2,5 

Trademark: See Section 3 
Leco Plating Co. 

Hilltop Rd. 

St. Joseph, Mich. 

Metals: D 

Facilities: 1, 2, 3, 4, 5,6 

Tradename: Leco 

Trademark: See Section 3 
Lee Silver Service, Inc. 

13561 Helen 

Detroit, Mich. 

Metals: D 

Facilities: 1, 2, 3, 5, 6 

Trademark: See Section 3 

. Lester Castings, Inc.* 

25661 Cannon Rd. 

Bedford Heights, O. 

Metals: A, C, D 

Facilities: 2 

Trademark: See Section 3 
Ray Lewis & Son, Inc. 

Delaware Rd. 

Marysville, Ohio 

Metals: D 

Facilities: 1, 2, 3, 4,5 
Lincoln Die Casting, Inc. 

20805 Mound Rd. 

Van Dyke, Mich. 

Metals: D 

Facilities: 5 

Trademark: See Section 3 
Litemetal Dicast, Inc.* 

1927 Wildwood Ave. 

Jackson, Mich. 

Metals: A, C 

Facilities: 2,5 

Trademark: See Section 3 


Representatives: Detroit, Mich., 
F. E. Wickham Co., 19451 James 
Couzens; Evanston, Ill., G. 
Wagner, 615 Sheridan Rd.; Nor- 


walk, Conn., Light Metal 


soc’s., 25 Belden Ave.; Wau- 
watosa, Wis., N. W. Snashall, 
1306 N. 63rd. Ct.; Wayne, Pa., 
E. M. Sawyer, Box 44; St. Paul, 
Minn., L. C. Newton, Inc., 2295 


University Ave. 

Little Giant Pump Co. 
5101 Classen Blvd. 
Box 9545 
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Oklahoma City 18, Oklahoma 
Metals: A 
Facilities: 1, 5, 6 
Littler Diecast Corp. 
P. O. Box 351, State Rd. 67 
Albany, Ind 
Metals: A 
Facilities: 2 
Trademark: See Section 3 
Lloyd Products, Inc.* ** 
1837 University Ave. 
St. Paul 4, Minn 
Metals: A, D 
Facilities: 1, 2, 5, 6 
Trademark: See Section 3 
Logan Industries, Inc. 
1640 W. Carroll Ave. 
Chicago 12, Ul 
Metals: D 
Facilities: 2, 3,5 
Long Island Die Casting, Inc. 
21 Smith 
Inwood 96, L. I., N. Y. 
Metals: D 
Facilities: 1, 2,5 
Los Angeles Die Casting Co.* ** 
340 Crocker 
Los Angeles 13, Cal 
Metals: A, B, D 
Facilities: 1, 2,5 
Trademark: See Section 3 
Ludman Corp 
14100 Biscayne Blvd 
North Miami, Fla 
Metals: A, D 
Facilities: 1, 2, 4,6 
Lyons Diecasting Co 
Buckner, Mo 
Metals: D 
Facilities: 1, 2, 5,6 
Trademark: See Section 3 
Madison-Kipp Corp.* ** 
213 Waubesa 
Madison, Wis. 
Metals: A, D 
Facilities: 1, 2, 4,5 
Tradename: KIPP 
Trademark: See Section : 
Magnesium Industries, Inc 
1313 Kalamazoo 
South Haven, Mich. 
Metals: A, B, C 
Facilities: 2, 5, 6 
Tradename: Magind 
Trademark: See Section 
Manger Die Casting Co., Inc 
1 Maple 
Shelton, Conn. 
Metals: A, D 
Facilities: 1, 2, 3, 4, 5,6 
Trademark: See Section : 
Manor Die Cast Corp.* 
P. O. Box 386 
Bedford, O 
Metals: A 
Facilities: 2 
Trademark: See Section 3 
Jos. P. Manz Die Casting Co. 
550 W. Beach Ave 
Inglewood 3, Cal. 
Metals: A 
Facilities: 2 
Marco Industries, Inc. 
3rd & Franklin Streets 
Womelsdorf, Pennsylvania 
Metals: A 
Facilities: 1, 4, 6 
L. E. Mason Co.* 
98 Business St. 
Boston 36, Mass. 
Metals: A, D 
Facilities: 1, 2, 3,5 
Trademark: See Section 3 
Master Fabricators, Inc. 
6 Brooklyn Ave. 
Massapequa, N. Y. 
Metals: A, D 


Facilities: 2, 4,5 
Mendler Mfg. Co 
P. O. Box 125, Sandwich Posta 
Station 
Windsor, Ont., Canada 
Metals: A, D, E 
Facilities: 1, 2, 5, 6 
Meta-Mold Aluminum Co.* 
Sub. of The Dayton Malleable Iron 
Co 
Cedarburg, Wis 
Metals: A, C 
Facilities: 2, 4,5 
Tradename: Meta-Mold 
Metal-Cast Co 
620 16th Ave., W 
Birmingham, Ala 
Metals: A, D 
Facilities: 1, 2,5, 6 
Metal-X Specialties Co., Inc 
5 E. Third 
New York 3, N. Y 
Metals: A, D, E 
Facilities: 1, 2,5 
Tradename: Metal-X 
Metro Casting Co., Inc 
47 Grattan Street 
Brooklyn 37, N. Y 
Metals: D 
Facilities: 1, 2,5 
Tradename: Metro 
Trademark: See Section 3 
Micro-Products Engineering Co 
230 Ridgewood Ave 
Newark 8, N. J 
Metals: D 
Facilities: 1, 2, 3, 4, 5,6 
Midwest Die Casting Co.* ** 
3930 N. First 
Milwaukee 12, Wis. 
Metals: D 
Facilities: 2 
Trademark: See Section 3 
Mid-State Die Casting Co. 
7878 S. Division Ave. 
Grand Rapids 8, Mich 
Metals: D 
Facilities: 5 
Mid-Western Die Casting Co 
1501 N. Halsted Street 
Chicago 22, Ill 
Metals: A, D 
Facilities: 2, 5 
Trademark: See Section 3 
Milwaukee Die Casting Co.* ** 
4132 N. Holton 
Milwaukee 12, Wis. 
Metals: A, D, E, F 
Facilities: 2,5 
Trademark: See Section 3 
Missouri Diecasting Co.* 
1411 N. 17 St 
St. Louis 6, Mo 
Metals: A, D 
Facilities: 1, 2, ! 
Trademark: See Section 3 
Modern Die Casting Corp.* 
5419 N. Kedzie Ave. 
Chicago 25, IIl 
Metals: A, D 
Facilities: 2,5 
Mohawk Die Casting Co. 
Sub. of Mohawk Foundries, Inc 
55 First St. 
Berea, Ohio 
Metals: A 
Facilities: 2, 4,5 
Molded Products Co. Inc. 
2820 N. Sylvania, Box 7281 
Ft. Worth, Texas 
Metals: A, D, E 
Facilities: 1, 2, 5,6 
Monarch Aluminum Mfg. Co.* ** 
9205 Detroit Ave. 
Cleveland 2, O. 
Metals: A, D 
Facilities: 1, 2, 4, 5,6 





Tradename: MONARCAST, 
VELVAGLAZE, SPECTRA- 
GLAZE 
Trademark: See Section 3 
Representatives: Cincinnati, 
Ohio, R. Gray, 2088 W. Miles 
Rd.; Boonton, N. J.. Manley 
Hutchinson, 17 Derrygally Circle 
R. D. $2; Chicago Ill., G. Ma- 
Rugg, 5349 Fletcher St.; West- 
lake, Ohio, Joseph Shrier, 2441 
Elmwood Dr.; Rochester, N. Y., 
Gerald Liebel, 432 Browncroft 
Blvd. 
Monarch Die Casting Corp 
1642 20th St. 
Santa Monica, Cal 
Metals: A, D 
Facilities: 1, 2,5 
Monarch Governor Co 
2800 Tyler Rd. 
Willow Run, Mich 
Metals: D 
Facilities: 1, 2, 5 
Trademark: See Section 3 
Monarch Tool & Machine Corp 
1847 Highland Ave. 
New Hyde Park, L. I., N. Y 
Metals: D 
Facilities: 1, 2, 4,5 
Monroe City Diecasting Co 
135 Front St 
Monroe City, Mo 
Metals: A, D 
Facilities: 2,5 
Trademark: See Section 3 
Morton Mfg. Co. 
7025 Sarpy Ave 
Omaha 7, Neb. 
Metals: A, D 
Facilities: 1, 2, 3, 4,5 
Mortons Mfg. Co. 
141 W. Jefferson 
Los Angeles 7, Cal 
Metals: D 
Facilities: 1, 6 
. Vernon Die Casting Corp. 
Southfield Ave. 
Stamford, Conn. 
Metals: A, D 
Facilities: 2,5 
Trademark: See Section 3 
Representatives: Stamford 
Conn., Anker Anderson, Cascade 
Road; Cleveland, Ohio, Grant 
Eller, 6 E. 194th St.; E. Orange, 
N. J.. George E. Hahl, 39 § 
Munn Ave.; Bala-Cynwyd, Pa.., 
G. T. McMaster, Llanberris 
Apts., C-1; Guilderland, N. Y.. 
David H. King, 75 Willow St.: 
Rochester, N. Y., William Sauers, 
101 Braircliff Rd.; Skaneateles 
N. Y., Jerome J. Theobald, 9 
E. Genesee St. 
A. B. Mueller & Co 
2101 El. John Ave 
St. Louis 7, Mo. 
Metals: D 
Facilities: 1, 2,5 
Nashua Corporation, N.P.S. Div. 
44 Franklin St 
Nashua, New Hampshire 
Metals: D 
Facilities: 1, 6 
National Casting Corp. 
6517 - 14th Ave 
Brooklyn, N. Y. 
Metals: D, E, F 
Facilities: 1, 2,5 
National Die Casting Co 
3635 W. Touhy Ave 
Chicago 45, IIl. 
Metals: A, D 
Facilities: 1, 2, 3, 5,6 
National Hardware Specialties Ltd. 
Box 250 
Dresden, Ont., Canada 


Metals: D 
Facilities: 1, 2,5 
Trademark: See Section 3 
National Lead Co.* ** 
Doehler-Jarvis Div. 
525 Cottage Grove, S. E. 
Grand Rapids, Mich. 
Metals: D 
Facilities: 1, 2, 3, 5, 6 
Trademark: See Section 3 
Representatives: Detroit, Mich., 
Carl Van Driel, Robert L. Peter- 
son, 3501 Griffin; Grand Rapids 
Mich., Steele A. Taylor, Marvin 
D. Reid, 525 Cottage Grove 
National Lead Co.* ** 
Doehler-Jarvis Div. 
Batavia, N. Y. 
Metals: A, B, C 
Facilities: 1, 2, 4,5 
Trademark: See Section 3 
Representatives: Batavia, N. Y., 
Edwin F. Chase, Wm. Heiler. 
Gordon Strunk, A. E. Swanson, 
c/o Doehler-Jarvis Div 
National Lead Co.* ** 
Doehler-Jarvis Div. 
2100 Smead Ave. 
Toledo, O. 
Metals: A, D 
Facilities: 1, 2, 4,5 
Trademark: See Section 3 
National Lead Co.* ** 
Doehler-Jarvis Div. 
Dixie Hwy. & Willamont Rd. 
Toledo, O. 
Metals: A, D 
Facilities: 1, 2, 4,5 
Trademark: See Section 3 
Representatives: (Both Toledo, 
O. plants) Chicago, IIl., G 
Strohm, 5155 N. Natoma Ave.: 
Clarendon Hills, Ill., C. Kreh- 
biel, 20 Mohawk Dr.; River For- 
est, Ill., W. L. Huber, P. O. Box 
28; Sylvania, O., G. Kozlowski, 
6136 Sylvan Green Rd.; Toledo, 
O., F. W. Burgie, Jr., 3214 West- 
chester Rd., H. L. Byrne, 2708 
W. Alexis Rd., R. Harloff, 2366 
Heatherwood Dr., C. I. Hodgson, 
1123 Hawk, A. Kohn, 749 Way- 
bridge, J. L. O’Brien, 2824 Chelt- 
enham Rd., J. Ruffin, 2909 Ken- 
wood Blvd., E. Warner, 3730 
Stannard Dr. 
National Lead Co.* ** 
Doehler-Jarvis Div. 
Pottstown, Pa. 
Metals: A, D 
Facilities: 1, 2, 4, 5,6 
Trademark: See Section 3 
Representatives: North Haven, 
Conn., J. R. Loughran, 1031 
Hartford Tnpk.; Needham, Mass 
A. F. Saylor, 18 Longfellow Rd.: 
Livingston, N. J.. G. F. Huff, 
299 Hillside Ave.; Westfield, N. 
J., J. R. Yocom, 355 W. Dudley 
Ave.; Pottstown, Pa., H. K. 
Guldin, 842 N. Evans, D. S 
Skean, 1010 Feist Ave., R. I. Yo- 
com, 1125 Queen St 
National Lock Co. 
1902 Seventh St. 
Rockford, Ill. 
Metals: D 
Facilities: 1, 2, 3, 4, 5,6 
Trademark: See Section 3 
National Ornament Co. 
6517 14th Ave. 
Brooklyn 19, N. Y 
Metals: D 
Facilities: 1, 2,5 
Nelmor Mfg. Corp. 
26420 Lakeland Blvd., 
Euclid 32, Ohio 
Metals: A, D 


Facilities: 1, 2, 3, 5, 6 
Tradename: Nelmor 
Nelson Metal Products, Inc 
510 32nd Street, S.E 
Grand Rapids 8, Mich 
Metals: A, D 
Facilities: 1, 2, 5, 6 
Trademark: See Section 3 
New England Die Casting Co., Inc. 
445 Front Ave. 
West Haven, Conn. 
Metals: A, D 
Facilities: 1, 2, 4,5 
Tradename: Nedco 
Trademark: See Section 3 
Representatives: North Haven 
Conn., J. D. MacWilliam, Hart- 
ford Turnpike; New York, N. Y 
H. A. Rankow Assoc., 175 Fifth 
Ave.; Boston, Mass., Bart W. 
Baird, 250 Boylston St.; New 
York, N. Y., Edgar L. Strauss, 
108 E. 86th St.; Watertown, 
Conn., Dennett E. Evans, 41 
Cutler St. 
New England Tool Corp 
53 Houghton St 
Hudson, Mass 
Metals: A, D 
Facilities: 1, 2, 5 
New Products Corp.* 
North Shore Drive 
Benton Harbor, Mich 
Metals: A, C, D 
Facilities: 1, 2, 3, 5, 6 
Trademark: See Section 3 
Newton Industries, Inc 
100 Saw Mill Rd 
West Haven, Conn 
Metals: D 
Facilities: 1, 2, 3, 4,5, 6 
Newton-New Haven Co., The* ** 
Third Ave 
West Haven, Conn 
Metals: A, D 
Facilities: 1, 2, 4,5 
Trademark: See Section 3 
F. H. Noble & Company 
559 West 59th Street 
Chicago 21, Il 
Metals: D, E 
Facilities: 1, 2, 3,5 
Tradename: Trophies For 
Champions 
Nordon Die Casting Co., Inc.* ** 
30 N. Eighth Ave 
Maywood, Ill 
Metals: A, D 
Facilities: 2, 5 
Trademark: See Section 3 
Norgren-Stemac, Inc.* ** 
5402 South Delaware 
Littleton, Colorado 
Metals: D 
Facilities 
Tradename: Stemac 
Trademark: See Section 3 
Northern Iowa Die Casting Co 
P. O. Box 93 
Spirit Lake, Ia. 
Metals: D 
Facilities: 1, 2, 5,6 
Norwood Tool & Machine Co 
900 Wood 
Three Rivers, Mich 
Metals: A, D 
Facilities: 1, 2, 5, 6 
Tradename: NORWOOD 
Trademark: See Section 3 
Ohio Die Casting Corp 
266 E. Fifth Ave 
Columbus 1, O 
Metals: A, D 
Facilities: 1, 3, 5, 6 
Trademark: See Section 3 
Ontario Steel Products Co. Ltd 
Die Casting Div. 
St. George St 
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Chatham, Ont., Canada 
Metals: D 
Facilities: 1, 2, 3, 5,6 
Trademark: See Section 3 
Oswego Castings Corp.* 
Box 222 
Oswego, N. Y. 
Metals: A 
Facilities: 1, 4,5 
Trademark: See Section 3 
Pabcast* 
355 W. Olive St. 
Gardena, Cal. 
Metals: A, B, C, D 
Facilities: 1, 2, 5 
Tradename: PABCAST 
Trademark: See Section 3 
Page & Hall Mfg. Co., Inc. 
1600 Hyde Park Ave. 
Boston 36, Mass. 
Metals: A, D 
Facilities: 1, 2, 5, 6 
Trademark: See Section 3 
Pagliuso Engineering Co. 
113 W. Harvard St. 
Glendale 4, Cal. 
Metals: A, D 
Facilities: 1, 2, 3, 5, 6 
Pan American Metal Products Co., 
Inc. 
401 N.W. 71st St. 
Miami, Florida 
Metals: A, D 
Facilities: 1, 5, 6 
Paragon Die Casting Co.* ** 
5851 W. Dickens Ave. 
Chicago 39, Ill. 
Metals: A, D 
Facilities: 2 
Tradename: Paragon Cast 
Trademark: See Section 3 
Paramount Die Casters, Inc. 
Freeman Field 
Seymour, Ind. 
Metals: A, D 
Facilities: 5 
Paramount Die Casting Co.* ** 
Lan Ue 
St. Joseph, Mich. 
Metals: A, C, D 
Facilities: 1, 2, 3, 5,6 
Trademark: See Section 3 
Representatives: Shaker Heights, 
Ohio, Arthur E. Hills Co., 3588 
Normandy Rd.; Detroit, Mich., 
C. R. Hoffnagle, 18264 James 
Couzens Hwy. 
Paramount Die Casting Products Co. 
8313 E. Ten Mile Rd. 
Centerline, Mich. 
Metals: D 
Facilities: 1, 2, 3 
Parker White Metal Co.* ** 
2153 McKinley Ave. 
Erie, Pa. 
Metals: A, D, E, F 
Facilities: 1, 2,5 
Trademark: See Section 3 
Representatives: Chicago, III., 
Ollie J. Berger, 2059 E. 72nd 
St.; Cincinnati, Ohio, Wm. H. 
Broxterman, 2430 Central Pkwy.; 
Winter Park, Fla., Duane P. 
Davis, 110 S. Orlando Ave.; Long 
Beach, Calif., R. W. Fletcher, 
2803 Loomis Ave.; Phoenix, Ariz., 
Fred B. Larsen, 6108 North 11th 
Ave.; Girard, Penna., Daniel F. 
Marsh, 35 Chestnut St.; St. 
Louis, Missouri, Frank May, 4378 
Lindell Blvd.; Bellefonte, Penna., 
Warren G. Olson, 420 East Linn 
St.; Wilton, Conn., Girard L. Pal- 
mer, Belden Hill Rd.; Syracuse, 
N. Y., J. C. Palmer, 712 State 
Tower Bldg.; Detroit, Mich., 
Hodgson-Geisler Co., 18917 
James Couzens. 
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Peasley Products, Inc.* ** 
993 Honeyspot Rd. 
Stratford, Conn. 
Metals: A, D 
Facilities: 1, 2,5 

Peat Mfg. Co.* ** 

10700 E. Firestone Blvd. 
Norwalk, Cal 

Metals: A, D 

Facilities: 1, 2,5 
Trademark: See Section 3 

Peerless Aluminum Foundry Co., 

Inc.* 

Peerless Die Casting & Permold Div 
55 Andover 
Bridgeport, Conn. 

Metals: A 
Facilities: 2, 4,5 
Trademark: See Section 3 

Permanent Casting Co. 

P. O. Box 191 — A. P. Station 
Hot Springs, Arkansas 
Metals: A 

Peterson’s Machine Shop 

258 Russell St. 
Lewiston, Me. 
Metals: A, D 

Facilities: 1, 2,5 

Petoskey Mfg. Co 
200 W. Lake St. 

Petoskey, Mich 

Metals: D 

Facilities: 1, 2, 3, 5,6 
Tradename: P.M.C. 
Trademark: See Section 3 

Ben Phillips Nameplates 
132 W. Verdugo Ave. 
Burbank, Calif. 

Metals: D 
Facilities: 1, 2,6 
Phoenix Die Casting Co.* ** 
21 Illinois St. 
Buffalo 3, N. Y. 
Metals: A, D, E 
Facilities: 2 
Trademark: See Section 3 
Representatives: Buffalo, N. Y., 
Geo. Keller Machinery Co., 1807 
Elmwood Ave. 
Pierson Machine Co. 
R. D. #2 
Telford, Penna. 
Metals: D 
Facilities: 1, 2,5 
Tradename: Peerlock 

Pioneer Diecasters, Inc.* ** 
4209 Chevy Chase Dr. 

Los Angeles 39, Cal. 
Metals: A, D 

Facilities: 1, 2,5 
Trademark: See Section 3 

Pittsburgh Die & Casting Co.* ** 
7503 Ardmore St. 

Swissvale, Pittsburgh 18, Pa 
Metals: A, D 

Facilities: 2 

Trademark: See Section 3 

Pittsburg Industries, Inc. 
111 South Elm St. 
Pittsburg, Kansas 
Metals: A, D, E 
Facilities: 1, 2, 5, 6 

A. O. Pope Ltd. 
90 Winter St. 
Saint John, N. B., Canada 
Metals: A, B, D 
Facilities: 1, 2,5 
Trademark: See Section 3 

H. K. Porter Company, Inc.* ** 
Cleveland Division 
4518 Lakeside Avenue 
Cleveland, Ohio 
Metals: A, D 
Facilities: 1, 2,5 

H. K. Porter Co., Inc.* ** 
Cleveland Division 
3270 E. 79th St. 

Cleveland 4, Ohio 


Metals: A, D 
Facilities: 2,5 
Trademark: See Section 3 
Representatives: Cleveland, 
Ohio, E. M. Smith, L. J. Smalls- 
reed, 3270 East 79 St., Pittsburgh, 
Pa., A. W. Anderson, 425 Grant 
Bldg.; St. Louis, Mo., J. Grant & 
Co., 1246 Hampton Ave., Twins- 
burg, Ohio, K. Nungesser, 9020 
Ravenna Rd.; Richmond, Ind., E 
Oswalt, 6 Melody Lane; Milwau- 
kee, Wisc.., R. P. Vallee, 759 N 
Milwaukee St.; Ann Arbor, 
Mich., V. VandeMotter, 1200 
Saunders Crescent; Kansas City, 
Mo., J. Wearl, 9809 Belleview: 
Los Angeles, Calif., E. R. Jack- 
son, 1827 South Hope St.; Ft 
Worth, Texas, F. Keller Co., 3341 
Winthrop, P.O. Box 9008; Chica- 
go, Ill., L. H. Lundstedt, 4554 
Broadway; Independance, Ohio, 
C. Stanison, 6212 Brookside Rd.:; 
Wynnewood, Pa., H. T. Soren- 
sen, 425 Charles Lane 
Power Brake Equipment Co 
1632 S.E. 11 Ave 
Portland 14, Oregon 
Metals: D 
Facilities: 1, 2, 5, 6 
Tradename: Williams 
Premier Die Casting Co.* 
28 Margaretta St. 
Newark 5, N. J. 
Metals: A, D 
Facilities: 1, 2, 3, 4,5 
Trademark: See Section 3 
Pressco Casting & Mfg. Corp.* 
Broadway & Waverly Rd 
Chesterton, Ind. 
Metals: B 
Facilities: 1, 2, 3, 4, 5,6 
Tradename: Pressco 
Pressure Castings, Inc.* ** 
21500 St. Clair Ave. 
Cleveland 19, O. 
Metals: A, D 
Facilities: 2, 3, 5, 6 
Trademark: See Section 3 
Representatives: Indianapo- 
lis, Ind:, John D. Goodin, 3675 
Washington Blvd.; Boston, Mass.., 
I. L. Bambrick, Sheraton Plaza 
Hotel; Detroit, Mich., R. E. Zim- 
mermann & Sons, 718 Fisher 
Bldg.; Rochester, N. Y., Hanna 
& Ferguson, 75 Winton Rd., S.: 
Eaton, O., Manufacturers Sales 
Associates, 202 Preble County 
Bank Bldg., P. O. Box 261; Chi- 
cago, Ill., Charles F. Hamilton, 
2130 North Harlem Ave 
Pressure Castings Of Canada Ltd 
67 Main St., S 
Weston, Toronto 15, Ont., 
Canada 
Metals: A, D 
Facilities: 1, 2, 3, 5,6 
Trademark: See Section 3 
Procter Metal Products 
P. O. Box 696 
San Marcos, Texas 
Metals: A, D 
Facilities: 1 
Product Engineering Co. 
4707 S. E. 17 
Portland 2, Ore. 
Metals: A, D 
Facilities: 1, 2, 5, 6 
Tradename: Peco 
Product Engineering & Mfg. Corp. 
Box 57 
Bridgman, Mich. 
Metals: A, D 
Facilities: 1, 2, 3,5 
Tradename: PEMCO 
Trademark: See Section 3 





Production Aluminum Co. 

338 Wealthy S.W. 

Grand Rapids, Mich. 

Metals: A 

Facilities: 5 

Tradenames: NA 
Production Die Casting Co.* 

6502 Rusk Ave. 

Houston 11, Tex. 

Metals: A, D 

Facilities: 1, 2, 3,5, 6 

Trademark: See Section 3 
Production Mold & Machine Co 

2112 Leota St. 

Huntington Park, Cal. 

Metals: D 

Facilities: 1, 2,5 
Production Specialities Co. 

185 Water St. 

Pawtucket, R. I. 

Metals: D 

Facilities: 1, 5 
Products Eng. & Mfg. Corp 

Noeland Ave. 

Penndel, Pa. 

Metals: D 

Facilities: 1, 2,5 
Pyramid Corporation 

915 Cleveland 

Amarillo, Texas 

Metals: A, D, E 

Facilities: 1, 2,5 
Quad City Die Casting Co 

3800 River Dr. 

Moline, II. 

Metals: A, D 

Facilities: 1, 2,3, 4,5,6 
Quality Diecasters 

13714-37th N_E. 

Seattle 55, Wash. 

Metals: D 

Facilities: 1, 2, 4,5 
Quality Metal Finishing Co 

Byron, Illinois 

Metals: D 

Facilities: 1, 3, 5, 6 
Racine Die Casting Co.* ** 

1500 16th Street 

Racine, Wis 

Metals: A, D 

Facilities: 2,5 

Trademark: See Section 3 
Ranchers Corporation 

Murrieta, Calif. 

Metals: A, D 

Facilities: 1, 2, 3, 4, 5,6 
Rangers Die Casting Co., Inc.* 

10828 S. Alameda 

Lynwood, Cal. 

Metals: A 

Facilities: 1, 2,5 

Tradename: Rangers 

Trademark: See Section 3 
Reese Padlock Co. 

128 Sherman 

Lancaster, Pa. 

Metals: D 

Facilities: 1, 2, 3, 5,6 
A. C. Rehberger Co. 

2134 N. Magnolia 

Chicago 14, IIl. 

Metals: B, D 

Facilities: 1, 3,5 

Tradename: REH-CRAFT 
Republic Die Casting Co.* ** 

611 Talcott Ave. 

St. Louis 7, Mo. 

Metals: A, D 

Facilities: 1, 2, 3, 5, 6 

Trademark: See Section 3 
Reuhl Products, Inc. 

4505 W. Beltline Hwy. 

Madison, Wis. 

Metals: D 

Facilities: 1, 2, 5, 6 

Tradename: Reuhl 


Rhopac Inc. 
3425 Cleveland 
Skokie, Ill. 
Metals: E 
Facilities: 2 
Richmond Machine Tool & Die 
Casting Co. Ltd. 
5680 Fullum Street 
Montreal 10, Que., Canada 
Metals: A, D 
Facilities: 2, 3, 4, 5, 6 
Trademark: See Section 3 


Roberts Engineering & Mfg. Co., Inc. 


640 Navigation Blvd., Box 4060 
Corpus Christi, Tex. 
Metals: A, D 
Facilities: 1, 2,5 
Rollin Wilson Company, The 
1213 Empire Ave. 
Memphis, Tenn. 
Metals: D 
Romada Tool & Mfg. Co. 
9536 Dearborn Ave 
Detroit 9, Mich. 
Metals: D 
Facilities: 1, 2, 5, 6 
Ross Sprinkler Co., The 
4333 Temple City Blvd 
Rosemead, Cal. 
Metals: D 
Facilities: 1, 5 
Tradename: Ross £11 
Rowe Plastics & Die Casting Co 
955 W. Schubert Ave 
Chicago 14, Tl. 
Metals: A, D 
Facilities: 1, 2,5 
Trademark: See Section 3 
Ruffe, Inc. 
7525 N. W. 37th Ave 
Miami, Fla. 
Metals: A 
Facilities: 1, 2, 3, 4, 5, 6 
Rupert Diecasting Co.* 
1658 Cleveland Ave. 
Kansas City 27, Mo. 
Metals: A, D 
Facilities: 1, 2, 3, 4,5 
Trademark: See Section 3 
Rutherford Bros. Plating Co 
318 E. Cross (Mailing Address) 
Ypsilanti, Mich. 
Metals: D 
Facilities: 3 
S-K-S Die Casting Co 
739 Allston Way 
Berkeley, Calif. 
Metals: A, D, E 
Facilities: 1, 2,5 
Tradename: S-K-S Berkeley 
Trademark: See Section 3 
J.S. Die Casting Co., Inc 
41 E. Market 
Logansport, Ind 
Metals: A 
Facilities: 2,5 
Tradename: “Strength Under 
Stress” 
Trademark: See Section 3 
Saginaw Bay Industries, Inc. 
242 N. Water 
Bay City, Mich. 
Metals: A, C 
Facilities: 1, 4, 5, 6 
Trademark: See Section 3 
St. Louis Diecasting Corp.* ** 
4528 Oleatha Ave 
St. Louis 16, Mo. 
Metals: A, D 
Facilities: 1, 2, 3, 4,5 
Trademark: See Section 3 
San Jose Die Casting Corp 
815 Chestnut 
San Jose 10, Cal. 
Metals: A, B, D, E 
Facilities: 1,5 
Trademark: See Section 3 


Scherer Mfg. Co. 
Alyce Ave. 
Cedarburg, Wis 
Metals: A 
Facilities: 1, 2,5 
Trademark: See Section 3 
K. E. Schoell Co. 
764 N. W. 75 St 
Miami, Fla. 
Metals: D, E, F 
Facilities: 2 
Schultz Die Casting Co.* ** 
1810 Clinton 
Toledo 7, O. 
Metals: D 
Facilities: 2,5 
Trademark: See Section 3 
Schultz Die Casting Co. 
of Canada Ltd.* ** 
Wallaceburg, Ont., Canada 
Metals: A, D 
Facilities: 1, 2, 3, 4, 5,6 
Trademark: See Section 3 
Seaboard Diecasting Corp. 
1125 Prospect Ave 
West Islip, L. L., N. Y. 
Metals: D 
Facilities: 1, 2, 3,5 
Trademark: See Section 3 
Serv-All Die & Tool Co 
Box 117 
Crystal Lake, Il 
Metals: D 
Sheldon Die Casting Co 
859 N. Prior Ave 
St. Paul 4, Minn 
Metals: A, D 
Facilities: 1, 2,5 
Sherman Pressure Casting Corp.* 
601 W. 26 
New York 1, N. Y 
Metals: A, C, D 
Facilities: 1, 2,5 
Trademark: See Section 3 
Soper Mfg. Co 
1099 Milton 
Benton Harbor, Mich 
Metals: D 
Facilities: 2,5 
Trademark: See Section 3 
Southern California Plating Co 
U.S. License Frame Mfg. Co. & Mfg. 
Div. 
3436 San Fernando Rd 
Los Angeles 65, Cal. 
Metals: A, D 
Facilities: 1, 2,3,5,6 
Tradename: U.S. BRAND 
Southern Industrial Die Casting Co 
P. O. Box 21 
Moultrie, Ga 
Metals: A, D 
Facilities: 2 
J. W. Speaker Corp 
3059 N. Weil 
Milwaukee 12, Wis 
Metals: D 
Facilities: 1, 2, 5,6 
Speedmaster Engineering Co 
900 Doolittle Dr 
San Leandro, Cal 
Metals: A, B, D 
Facilities: 1, 2,5 
Springfield Die Casting Co., Inc.* ** 
725 Lexington Ave 
Kenilworth, N. J 
Metals: D 
Starlight Specialties Inc 
22-14 40th Ave 
Long Island City 1, N. Y 
Metals: D 
Facilities: 1, 6 
Staver Co., Inc., The 
41 North Saxon Ave. 
Bay Shore, N. Y. 
Metals: E 
Facilities: 1, 2, 4,5 
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Stella Products Corp.* ** 

66 Okner Pkwy. 

Livingston, N. J. 

Metals: D 

Facilities: 1, 2,3,5,6 

Trademark: See Section 3 
M. Stephens Mfg., Inc. 

814 E. 29 

Los Angeles 11, Cal. 

Metals: D 

Tradename: Stephens 
Sterling Aluminum Products, Inc. 

2600 N. Third 

St. Charles, Mo. 

Metals: A 

Facilities: 2, 4,5 

Trademark: See Section 3 
Sterling Die Casting Co., Inc.* ** 

743 39th St. 

Brooklyn 32, N. Y. 

Metals: A, D 

Facilities: 2, 3,5,6 

Trademark: See Section 3 
J & EStevens Co. 

Nooks Hill Rd. 

Cromwell, Conn. 

Metals: D 

Facilities: 1,3,5,6 
W. A. Stevenson Co. 

12473 Grand River Ave. 

Detroit 4, Mich. 

Metals: A, D 

Facilities: 1, 2 
Stewart-Warner Corp.* ** 
Stewart Die Casting Div. 

4535 W. Fullerton Ave. 

Chicago, II. 

Metals: A, C, D 

Facilities: 1, 2,3, 4,5,6 

Tradename: STEWART 

Trademark: See Section 3 
Stewart-Warner Corp.* ** 
Stewart Die Casting Div. 

275 Warren 

Bridgeport, Conn. 

Metals: A, C, D 

Facilities: 1, 2, 3, 4,5, 6 

Tradename: STEWART 

Trademark: See Section 3 
Stricker Brunhuber Corp. 

1915 24th St. 

New York, N. Y. 

Metals: A, D, E 

Facilities: 1, 2,5 
Strite-Anderson Mfg. Co. 

1920 Washington Ave., S. 

Minneapolis, Minn. 

Metals: A, D, E 

Facilities: 1, 2,5,6 
Stroh Die Casting Co., Inc.* ** 

11123 W. Burleigh 

Milwaukee 10, Wis. 

Metals: A, D 

Facilities: 5 

Trademark: See Section 3 

Representatives: Milwaukee, 

Wisconsin, George C. Meier, 11123 

W. Burleigh Street. 
Super Grip Anchor Bolt Co., Inc 

3333 N. 22 

Philadelphia 40, Pa. 

Metals: A, D 

Facilities: 1, 5, 6 

Trademark: See Section 3 
Superba Die Castings 

Box 147 

Ft. Recovery, O. 

Metals: D 

Facilities: 1, 5, 6 
Superior Die Casting Co., The * ** 

1001 London Rd. 

Cleveland 10, O. 

Metals: A, D 

Tradename: SuperCast 

Trademark: See Section 3 
Syracuse Die Casting & Mfg. Co. 

2101 Teall Ave. 
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East Syracuse, N. Y. 
Metals: A, D, E, F 
Facilities: 2, 5 
Trademark: See Section 3 
T Die Cast & Molded Products 
11627 S. Main 
Los Angeles 61, Cal. 
Metals: A, D 
Facilities: 1, 2,5 
Tradename: TEE 
Trademark: See Section 3 
Tann Corp.* ** 
Congress Die Casting Div. 
3750 E. Outer Dr. 
Detroit 34, Mich 
Metals: D 
Facilities: 1, 2, 3, 5,6 
Trademark: See Section 3 
Techni-Cast Corp.* ** 
600-608 Walnut 
Hamilton, O 
Metals: A, D 
Facilities: 2,5 
Tradename: TECHNI-QUALITY 
Trademark: See Section 3 
Thompson Products, Inc.* 
Light Metals Div 
2269 Ashland Rd. 
Cleveland 3, O 
Metals: A, 
Facilities: 1, 4, 5, 6 
Trademark: See Section 3 
Titan Metal Mfg. Co.* 
Bellefonte, Pa 
Metals: B 
Facilities: 1, 2, 4,5 
Tradename: Titan Brass Pres- 
sure Die Castings 
Trademark: See Section 3 
E. Toman & Co 
8700 W. 47 
Lyons, Ill 
Metals: A, D 
Facilities: 1, 2, 3, 5, 6 
Trademark: See Section 3 
Tool-Die Engineering Co., The* ** 
9210 Loren Ave. 
Cleveland 5, O 
Metals: A, D 
Facilities: 5 
Trademark: See Section 3 
Tri-State Die Casting Corp. 
Fourth & Ingram Streets 
Henderson, Ky 
Metals: A, D 
Facilities: 1, 2, 3, 5,6 
Tradename: Tri-State 
Trademark: See Section 3 
Turner Mfg. Co., Inc. 
404 W. Superior St. 
Kokomo, Ind 
Metals: E 
Facilities: 2,5 
Tuttle Electric Products, Inc. 
Kirkland, III. 
Metals: D 
Facilities: 1, 3 
Twin City Die Castings Co.* ** 
Talmage & 33rd Ave., S. E. 
Minneapolis 14, Minn. 
Metals: A, D, E, F 
Facilities: 2,5 
Trademark: See Section 3 
Union Die Casting Co.* ** 
676 Putnam Dr. 
Whittier, Cal. 
Metals: A, D 
Facilities: 1, 2, 3, 4, 5,6 
Tradename: UDICO 
Trademark: See Section 3 
Universal Die Casting Corp. 
3500 N. W. 59th St. 
Miami 42, Florida 
Metals: A, D 
Facilities: 1, 2, 4, 5, 6 
Tradename: UDC 
Univex Die Cast & Engineering Co. 
7001 Chase Rd 


Dearborn, Mich. 

Metals: D 

Facilities: 1, 2, 3, 5, 6 

Tradename: UNIVEX 

Trademark: See Section 3 
Van Way Die Casting & Tool Co 

866 Kaynyne St 

Redwood City, Calif 

Metals: A, D 

Facilities: 2,5 

Trademark: See Section 3 
Varland Metal Service, Inc 

1350 Arlington 

Cincinnati 25, O 

Metals: A, D 

Facilities: 2, 3, 5,6 
Veeder-Root Inc 

P. O. Box 1591 

6th Ave. Rd. at Burns Ave 

Altoona, Pa 

Metals: A, D 

Facilities: 2, 5, 6 

Tradename Vee de ce Veeder- 

Root 

Trademark: See Section 3 
Watchung Die Casting Corp 

Watchung, N. J 

P. O. Box 828 

Plainfield, N. J. (Mailing 

Address) 

Metals: A, D 

Facilities: 2,5 
Waterbury Lock & Specialty Co., 
The 

203 Broad 

Milford, Conn 

Metals: D 

Facilities: 1, 2, 3, 4, 5, 6 

Tradename: WALSCO 
Wayland Co 

2632 W. Grand Ave 

Chicago 12, Ill 

Metals: D 

Facilities: 1, 2, 3,5 
Webarm Diecasting, Inc 

71 Montaup 

Fall River, Mass 

Metals: A, D 

Facilities: 2,5 

Tradename: Color-Cast 
Wells Die Casting Co. of Calif.* 

43 Dore Street 

San Francisco, Calif 

Metals: A, B, D 

Facilities: 2, 5 

Tradename: Wells S. F 

Trademark: See Section 3 
Wells Mfg. Co., Inc. 

New Vienna, O 

Metals: D 

Facilities: 1, 6 
Wessel Hardware Corp 

919-31 N. 5th St. 

Philadelphia 23, Pa 

Metals: D 

Facilities: 1, 2, 5, 6 
West Coast Die Casting Co 

246314 N. Chico Ave 

El Monte, Calif 

Metals: A, D 

Facilities: 1, 2,5 
West Irving Die Casting Co.* 

240 S. Evergreen 

Bensenville, Ill 

Metals: A 

Facilities: 2, 4, 5 

Trademark: See Section 3 
Western Die Casting Co.* ** 

4065 Hollis 

Emeryville 8, Cal 

Metals: A, B, C, D 

Facilities: 2, 5 

Tradename: WDCO 

Trademark: See Section 3 
Westland Die Casting, Inc.* ** 
Div. of Westland Tool & Mfg. Co 

4617 Sperry 

Los Angeles 39, Cal. 





Metals: A, B, D 

Facilities: 1, 2,5 

Trademark: See Section 3 
Wheaton Die Casting Corp.* ** 

North Tenth St 

Millville, N. J 

Metals: A, D 

Facilities: 5, 6 

Trademark: See Section 3 
White Die Casting Co 

Monad Street at Head 

Dundas, Ont., Canada 

Metals: A, D 

Facilities: 1, 2, 3,5 

Trademark: See Section 3 
White Manufacturing Company 

410 E. Fillmore Street 

Colorado Springs, Colorado 


SECTION ? 


Metals: A 

Facilities: 1, 2, 5, 6 
Whitehead Die Casting Co 

1140 Zonolite Rd., N. E 

Atlanta 6, Ga 

Metals: A, D, E 

Facilities: 1, 2, 3, 4,5 

Tradename: ATLAS 
Withrow Die Casting Co.* ** 

13164 Leadwell St 

North Hollywood, Cal 

Metals: A, B, D 

Facilities: 1, 2,5 

Trademark: See Section 3 
Wolverine Die Cast Corp 

13700 Mt. Elliott 

Detroit 12, Mich 

Metals: A, D 


1958 DIE CASTING DIRECTORY 


Facilities: 2, 3, 5 

Trademark: See Section 3 
Wright Engineering & Supply Co 

1300 S. Bannock 

Denver 23, Colo 

Metals: A, C 

Facilities 
Yoder Die Casting Corp.” 

727 Kiser 

Dayton 4, O 

Metals: A, D 

Facilities: 2, 3, 5, 6 

Trademark: See Section 3 
Zenith Diecasting, Inc 

5164 Alcoa Ave 

Los Angeles 58, Cal 

Metals: A, B, D 

Facilities: 1,2 

Trademark: See Section 3 





GEOGRAPHICAL DIRECTORY 


ALABAMA 
Birmingham 
Acton-Hopkins Machine & Foundry 
Co., 2615 2nd Ave. N. 
Metal-Cast Co., 620 16th Ave., W 
Florence 
Alabama Wire Co., Inc., Sycamore & 
Terrace Sts. 
ARKANSAS 
Harrison 
Arkansas Die Casting Corp., Box 26 
Hot Springs 
Permanent Casting Co., P. O. Box 
191—A. P. Station 
Little Rock 
Hamlin Products, Inc., 7600 Asher 
Ave., P. O. Box 2016 
Malvern 
General Motors Corp., Fabricast 
Div., P. O. Box 211 
Hoover Ball & Bearing Co., Glenvale 
Products Div 
CALIFORNIA 
Anaheim 
Kwikset Locks, Inc., 516 E. Santa 


Ana 
Berkeley 
Alacast Corp., 4th St 
Benda Tool & Model Works, 1444 
Fourth St. 
S-K-S Die Casting Co., 739 Allston 
Burbank 
Bucy Mfg. Co., 625 S. Glenwood Pl 
Ben Phillips Nameplates, 132 W 
Verdugo Ave. 
Culver City 
Coast Die Casting Co., 5752 Joanne 
Robert A. Cox Die Casting Co., 11418 
Knightsbridge Ave 
Imperial Die Casting Corp., 11411 
Knightsbridge Ave. 
E! Cajon 
El Cajon Die Casting & Mfg. Co., 590 
Marshall Ave. 
El Monte 
El Monte Tool & Die Casting, Inc., 
2425 N. Tyler Ave. 


Lansco Die Casting Co., 2029 N 
Chico Ave 
West Coast Die Casting Co., 246315 
N. Chico Ave. 
Emeryville 
Western Die Casting Co., 4065 Hollis 
Gardena 
A & A Die Casting Co. 12901 §S 
Western Ave. 
Die Cast Products, Inc.. 621 W 
Rosecrans Ave 
Pabcast, 355 W. Olive St 
Glendale 
Ambrit Industries, Inc., 1288 Los An- 
geles 
Pagliuso Engineering Co. 113 W 
Harvard St 
Harbor City 
Advanced Manufacturing, Inc., 1214 
W. 254 
Huntington Park 
Production Mold & Machine Co. 
2112 Leota St. 
Inglewood 
Jos. P. Manz Die Casting Co., 550 W 
Beach Ave. 
Los Angeles 
Acme Tool & Die Casting Co., 4250 
E. Washington Blvd 
Alloy Die Casting Co., 2211 Fire- 
stone Blvd. 
Aluminum Die Casting Co., 3452 San 
Fernando Rd 
Anderson Die Casting & Engineer- 
ing Co., 1000 E. 60 
Atlas Auto Products, Inc., 5815 Wil- 
mington Ave. 
Challenger Lock Co., Inc., 4865 Ex- 
position Blvd 
H & S Metal Products Co., 4159 
Whiteside St 
Harvill Corp., 6251 W. Century Blvd 
Los Angeles Die Casting Co., 340 
Crocker 
Mortons Mfg. Co., (Moderd Auto 
Accessories, Inc.), 141 W. Jeffer- 
son 
Pioneer Diecasters, Inc., 4209 Chevy 
Chase Dr. 


Southern California Plating Co., U 
S. License Frame Mfg. Co. & Mfg 
Div., 3436 San Fernando Rd 

M. Stephens Mfg., Inc., 814 E. 29 

T Die Cast & Molded Products, 11627 
S. Main 

Westland Die Casting Div. of West 
land Tool & Mfg. Co., 4617 Sperry 

Zenith Diecasting, Inc., 5164 Alcoa 

Lynwood 
Rangers Die Casting Co., Inc., 10828 
S. Alameda 
Murrieta 
Ranchers Corporation 
North Hollywood 
Withrow Die Casting Co., 13164 
Leadwell St 
Norwalk 
Peat Mfg. Co., 10700 E. Firestone 
Oakland 

Casper’s Machine Shop, 1047 77th 

Kolsters Tool & Die, Co. 8451 Bald- 
win St 

Pasadena 

W. L. Chapman Co., 2886 E. Walnut 

Crown City Die Casting Co., 84 N 
Fulton Ave 

Redwood City 
Van Wey Die Casting & Tool Co., 
866 Kaynyne St 
Rivera 
J. E. Dietz Mfg Co., 9216 Bermudez 
Rosemead 

Ross Sprinkler Co., The, 4333 Tem- 

ple City Blvd 
San Francisco 

Wells Die Casting Co. of Calif., 43 

Dore Street 
San Jose 

San Jose Die Casting Corp 

Chestnut 
San Leandro 

Speedmaster Engineering Co., 

Doolittle Dr 
Santa Monica 

Monarch Die Casting Corp., 

20th St 
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South Gate 
Colbert Die Cast Co., 5416 Tweedy 
DeRoy Mfg. Co., 9208 Atlantic Ave. 
Torrance 
Harvey Aluminum, 19200 S. West- 


ern Ave. 
Whittier 
Fanare Mfg. Co., 1115 W. Whittier 
Union Die Casting Co., 676 Putnam 


COLORADO 


Colorado Springs 
White Manufacturing Company, 410 
E. Fillmore Street 
Denver 
Gemco Mfg. Co., 501 S. Lipan 
Wright Engineering & Supply Co., 
1300 S. Bannock 
Littleton 
Norgren-Stemac, Inc., 5402 South 
Delaware 


CONNECTICUT 


Cromwell 
J & E Stevens Co., Nooks Hill Rd. 
Bridgeport 
Engineers Tool & Mfg. Co., Inc., 7 
Island Brook Avenue 
Peerless Aluminum Foundry Co., 
Inc., Peerless Die Casting & Per- 
mold Div., 55 Andover 
Stewart-Warner Corp., Stewart Die 
Casting Div., 275 Warren 
Milford 
Waterbury Lock & Specialty Co. 
The, 203 Broad 
Plantsville 
Bruce Mfg. & Molding Co., Inc., At- 
water St. 
Shelton 
Manger Die Casting Co., Inc. 1 


Maple 
Stamford 
Calko Die Casting Co., 43 Sunnyside 
Ave., P.O. Box 552 
Conetta Tool & Die Co., Inc., 73 
Sunnyside Ave. 
Mt. Vernon Die Casting Corp., South- 
field Ave. 
Stratford 
Peasley Products, Inc., 993 Honey- 


spot Rd. 
West Haven 
New England Die Casting Co., Inc., 
445 Front Ave. 
Newton Industries, Inc., 100 Saw 
Mill Rd. 
Newton-New Haven Co., Inc.. The, 
Third Ave. 
FLORIDA 
Miami 


Die Casting Corp. of Florida, 3000 
N. W. 75 


Industrial Die Cast & Mfg. Co., Inc.. 
2980 N.W. 22nd 
Pan American Metal Products Co.. 
Inc., 401 N.W. 71st St. 
Ruffe, Inc., 7525 N. W. 37th Ave. 
K. E. Schoell Co., 764 N. W. 75 St. 
Universal Die Casting Corp., 3500 
N. W. 59th St. 
North Miami 
Ludman Corp., 14100 Biscayne Blvd. 
GEORGIA 
Atlanta 
Whitehead Die et Co., 1140 
Zonolite Rd., 
Moultcie 
Southern Industrial Die Casting Co., 
P. O. Box 21 
ILLINOIS 


Aurora 
Aurora Metal Co., 614 W. Park Ave. 
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Barrington 


Barrington Tool & Engineering Co., 


335 E. Station 
Bellwood 


Aluminum Company of America, 


Madison & Mannheim Rd. 
Bensenville 

West Irving Die Casting Co., 240 S 

Evergreen 
Byron 
Quality Metal Finishing Co. 
Chicago 

ABCO Die Casting Corp., 330 N 
Harding Ave. 

Ability Die Casting, 865 N. Sanga- 
mon 

Admiral Die Castings, A Div. Port- 
able Electric Tools, Inc., 250 W. 83 

Ainsworth-Precision Casting Co., 
Div. of Harsco Corp., 5959 W. 
Howard 

Albany Plating & Die Casting Co., 
464 W. 33 

American Flange Mfg. Co., Inc., 825 
S. Kilpatrick 

Anderson Tool & Mfg. Co., 3450 N 
Kostner Ave 

Atomic Die Casting Corp., 7817 S 
Claremont Ave 

Banthrico Industries, Inc., 17 N. Des- 
plaines 

Central Die Casting & Mfg. Co., Inc., 
2935 W. 47 

Century Die Casting Co., 2629 W 
Fletcher 

Chicago Die Casting Mfg. Co., 2510 
W. Monroe 

Chicago Expansion Bolt Co., 1338 W. 
Concord PI. 

Chicago White Metal Casting, Inc., 
5239 W. Grand Ave. 

DeCardy Bros. Co., 1806 N. Keeler 

Dialoy, Inc., 214 S. Clinton 

Dowst Manufacturing Co., 600 North 
Pulaski Rd. 

Eklind Tool & Mfg. Co., 2627 N. 
Western Ave. 

Enhorning Industries, 2013 W. 69 

Federal Die Casting Co., 2220 Elston 

Hayden Mfg. Co., 173 N. Peoria 

Heick Die Casting Corp., 6550 W. 
Diversey Ave. 

Illinois Advance Die & Mold Co., 
2005 N. Major Ave. 

Illinois Lock Co., The, 819 S. Ada 

Industrial Die Casting Co., 2300 N. 
Lister Ave. 

Jet Die Casting Corp., 1317 W. Con- 
cord Pl. 

Kamin Die Casting & Mfg. Co., 3315 
N. Knox Ave. 

Paul Krone Die Casting Co., 1811 N. 
Kostner Ave. 

Logan Industries, Inc., 1640 W. Car- 
roll Ave. 

Mid-Western Die Casting Co., 1501 
N. Halsted Street 

Modern Die Casting Corp., 5419 N. 
Kedzie Ave. 

National Die Casting Co., 3635 W. 
Touhy Ave. 

F. H. Noble & Company, 559 W. 59 

Paragon Die Casting Co., 5851 W. 
Dickens Ave. 

A. C. Rehberger Co., 2134 N. Mag- 
nolia 

Rowe Plastics & Die Casting Co., 
955 W. Schubert Ave. 

Stewart-Warner Corp., Stewart Die 
Casting Div., 4535 W. Fullerton 

Wayland Co., 2632 W. Grand Ave. 

Crystal Lake 
Serv-All Die & Tool Co., Box 117 
Elmwood Park 

Grand Die Casting, Inc., 7936 W. 

Grand Ave. 


Franklin Park 
Aallied Die Casting & Mfg. Co., Inc., 
10029 Pacific Avenue 
Hamilton 
Ehrhart Die Casting Co., K.O.K.X 
Kirkland 
Tuttle Electric Products, Inc. 
Lanark 
Forster-Appelt Mfg. Co., Inc., 82 E 
Lanark Ave. 
Lyons 
E. Toman & Co., 8700 W. 47 
Maywood 
Callen Mfg. Corp., 1425 N. First Ave. 
Nordon Die Casting Co., Inc., 30 N. 
Eighth Ave. 
Moline 
Quad City Die Casting Co., 3800 
River Dr. 
Quincy 
Central Pattern Co. 134-36 So 
Front St. 
Rockford 
Ainsworth-Precision Castings Co., 
Div. of Harsco Corp., 2025 Kish- 
waukee St. 
Amerock Corp., 4000 Auburn Street 
J. I. Case Co., Magneto Div., S 
Independence Ave 
National Lock Co., 1902 Seventh St 
Schiller Park 
Delta Die Casting Corp., 9393 W 
Seymour Ave 
Skokie 
Acme Die Casting Corp., 8245 N 
Kimball Ave. 
— Die Casting & Fabricating 
Inc., 8049 N. Ridgeway Ave 
inl, om Die C Casting Co., Inc., 8141 N 
Lawndale 
Rhopac Inc., 3425 Cleveland 
Winfield 
Hadlock & Temte, Inc., P. O. Box 


405 
Woodstock 
Electric Auto-Lite Co., The, Wood- 
stock Div., 501 Clay Street 
INDIANA 
Albany 
Littler Diecast Corp., P. O. Box 351, 
State Rd. 67 
Bedford 
General Motors Corp., 
Div., P. O. Box 271 
Chesterton 
Pressco Casting & Mfg. Corp., Broad- 
way & Waverly Rd. 
Evansville 
Faultless Caster Corp., 1421 N 
Garvin 


Fabricast 


Indianapolis 
General Electroplating Co., 601 Rus- 
seh Ave. 
Kokomo 
Turner Mfg. Co., Inc., 404 W. Su- 
perior 
Logansport 
Alpha Industries, Die Casting Div., 
1300 Wheatland Ave. 
S.U.S. Die Casting Co., Inc., 41 E 
Market 
Muncie 
Kiser Plating Co., Inc., P. O. Box 904, 
401 East Howard St. 
Seymour 
Paramount Die Casters, Inc., Free- 
man Field 
Union City 
Hardy Mfg. Corp., Sub. of Sheller 
Mfg. Corp. 
Valparaiso 
Indiana Steel Products Co., The 





Waterloo 
Kitchen-Quip, Inc., E. Marion Street 
Winchester 
Aluminum Diecast Foundries, Inc., 
P. O. Box 69. 

IOWA 


Dubuque 
Ertl Co., The, 2475 Ertl Lane 
Marshalltown 
Bruin Mfg. Co., 607 N. Fourth Ave 
Kiowa Corp., 1200 E. May St 
Spirit Lake 
Northern Iowa Die Casting Co., P. O 
Box 93 
Webster City 
Arrow-Acme Corp., 411 Prospect 
KANSAS 
Pittsburg 
Pittsburg Industries, Inc., 111 South 
Elm St. 
KENTUCKY 
Henderson 
Gibbs Automatic Moulding Corp.., 
1106 5th Street 
Tri-State Die Casting Corp., Fourth 
& Ingram Sts. 
MAINE 
Lewiston 
Peterson’s Machine Shop, 258 Rus- 
sell St 
MARYLAND 
Cambridge 
Caldwell Casting Co., Inc., The, Mar- 


ket St. 
Crisfield 
Chas. D. Briddell, Inc 
MASSACHUSETTS 


Boston 
L. E. Mason Company, 98 Business 
Page & Hall Mfg. Co., Inc., 1600 Hyde 
Park Ave. 
Fall River 
Fall River Tool & Die Co., 4 Walker 
Webarm Diecasting, Inc., 71 Mont- 
aup 
Hudson 
New England Tool Corp., 53 Hough- 
ton St. 


Springfield 


Hampden Brass & Aluminum Co., 262 


Liberty 
Waltham 
Form-A Die Casting Corp., 100 Fel- 
ton Street 
Worcester 
Kennedy Die Castings, Inc., 200 
Harding St. 
MICHIGAN 
Adrian 


Hoover Ball & Bearing Co., Adrian 


Division 
Almont 
Hurd Lock & Mfg. Co., Almont Div 
Auburn 
Allmetal Diecast Co., 1632 W. Mid- 
land Road 
Bangor 
Du-Wel Metal Products, Inc., P, O. 


Box 307 
Bay City 
Saginaw Bay Industries, Inc., 242 N. 
Water 
Benton Harbor 
Benton Harbor Malleable Industries, 
Inc., 171 Graham Ave. 
New Products Corp., North Shore 
Drive 
Soper Mfg. Co., 1099 Milton 
Berrien Springs 
Fisk Products Inc., 207 N. Main St. 


Big Rapids 
Denham Mfg. Co., Pere Marquette St. 
Bridgman 
Product Engineering & Mfg. Corp., 
Box 57 
Centerline 
Paramount Die Casting Products Co., 
8312 E. Ten Mile Rd. 
Clawson 
Grand Steel & Mfg. Co., 1400 W. 14 


Mile Rd 
Clinton 
Clinton Machine Co., Die Cast Div. 
Davison 
Burton Die Casting Co., G-6427 Davi- 
son Rd. 
Dearborn 
Univex Die Cast & Engineering Co. 
7001 Chase Rd. 
Detroit 
Accessories Mfg. Co., 5075 14th St. 
Adjel Products Co., 13561 Helen Ave 
Continental Die Casting Corp., 9615 
Grinnell Ave 
Dearborn Diecasting & Cavity Co., 
199 Vinewood Ave 
Detroit Die Casting Corp., 597 Beau- 
fait Ave. 
Detroit Ice Machine Co., 2615 12th 
Engineering Cast Products, 17601 
Swift 
Exact Tool & Die Co., 5829 Tireman 
C. M. Hall Lamp Co., 1035 E. Hancock 
Helm Accessories, Inc., 8820 Grinnell 
Ken-Moore Die Cast, 12299 Wood- 
bine 
Lee Silver Service, Inc., 13561 Helen 
Romada Tool & Mfg. Co., 9536 Dear- 
born Ave 
W. A. Stevenson Co., 12473 Grand 
River Ave 
Tann Corp., Congress Die Casting 
Div., 3750 E. Outer Dr 
Wolverine Die Cast Corp., 13700 Mt 
Elliott 
Dowagiac 
Consolidated Die Cast Corporation of 
America 
Eau Claire 
Hermel Die Casting Corp 
Ferndale 
General Die Casting Co., 1956 Bur- 


dette 
Flat Rock 


H & M Industries, Inc., 26810 Tele- 


graph Rd 
Flint 
General Motors Corp., AC Spark 
Plug Div., 1300 N. Dort Highway 
Fowlerville 
Hoover Ball & Bearing Co., Utilex 


Div 
Grand Rapids 
American Die Casting Co., 850 Pan- 
nell St., N.W 
Brillcast, Inc., 2544 Thornwood, S.W. 
Congdon Die Casting Co., 1266 God- 
frey Ave., S.W 
Grand Rapids Brass Co., Div. of 
Campton Mfg. Co., 420 50th St.,S.W 
Grand Rapids Die Casting Co., 2125 
Turner Rd., N. W. 
Kent Casting Corp., 200 Garden St., 
S.E. 
Mid-State Die Casting Co., 7878 S. 
Division Ave. 

National Lead Co., Doehler-Jarvis 
Div., 525 Cottage Grove, S.E. 
Nelson Metal Products, Inc., 510 32nd 

Street, S.E 
Production Aluminum Co., 338 Weal- 
thy S.W. 
Grandville 
Jervis Corporation 


Holland 
Holland Die Casting Co., Inc., 582 
Gordon 
Jackson 
Litemetal Dicast, Inc., 1927 Wild- 
wood Ave. 
Kalamazoo 
Kalamazoo Die Casting Co., Masten- 
brook Dr. & Milham Rd 
Madison Heights 
Dynamic Die Casting Co., 510 W. Ten 
Mile Rd. 
Marysville 
Fort Die Casting Corp., 2409 Wills 
Melvindale 
Atlantic Die Casting Co., 17740 


Clarann 
Middleville 
Kaljer Manufacturing Co. Div 
Jervis Corp 
Midland 
Dow Chemical Co., The, Magnesium 
Die Casting Sales 
Muskegon 
Buehrle Engineering Co. 856 E 
Broadway 
Petoskey 
Pe toskey Mfg. Co., 200 W. Lake St 
St. Joseph 
Laboratory Equipment Corp., Hilltop 
Rd., P.O. Box 151 
Leco Plating Co., Hilltop Rd 
Paramount Die Casting Co., U. S. 12 
Saline 
Alumiloy Fabricators, Inc., 202 W 
Bennett 
Hoover Ball & Bearing Co., Uni- 
versal Die Casting Div 
South Haven 
Magnesium Industries, Inc., 1313 
Kalamazoo 
Three Rivers 
Norwood Tool & Machine Co., 900 


Wood 
Van Dyke 
Lincoln Die Casting, Inc., 20805 
Mound Rd 
Willow Run 
Monarch Governor Co., 2800 Tyler 
Ypsilanti 
Rutherford Bros. Plating Co., 7 Em- 
erick (Plant), 318 E. Cross ( Mailing 
Address) 
MINNESOTA 
Minneapolis 
Blaking Co., 921 N. E. Main 
Char-Lynn Co., 2843 26th Avenue, S 
Strite-Anderson Mfg. Co., 1920 Wash- 
ington Ave., S 
Twin City Die Castings Co., Talmage 
& 33rd Ave., S.E. 
St. Paul 
Lloyd Products, Inc., 1837 University 
Sheldon Die Casting Co., 859 N. Prior 
Winona 
Lake Center Switch Co., 51 Johnson 


MISSOURI 


Buckner 
Lyons Diecasting Co. 
Kansas City 
Kuhlman Diecasting Co., 7300 East 
17th St 
Rupert Diecasting Co., 1658 Cleveland 
Monroe City 
Monroe City Diecasting Co. 135 
Front St 
St. Charles 
Sterling Aluminum Products, Inc., 
2600 N. Third 
St. Louis 


Clyde Equipment Co., 3816 McDonald 
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Missouri Diecasting Co., 1411 N. 17 St. 

A. B. Mueller & Co., 2101 El. John 

Republic Die Casting Co., 611 Talcott 

St. Louis Diecasting Corp., 4528 
Oleatha Ave. 


NEBRASKA 
Omaha 
Morton Mfg. Co., 7025 Sarpy Ave. 
NEW HAMPSHIRE 
Nashua 
Great American Plastics Co., Factory 


Nashua. Corporation, N.P.S. Div., 44 
Franklin St. 


NEW JERSEY 


New Brunswick 


Excel Products Co., Inc., 
Ave. & Elizabeth St. 


Nutley 


Harbot Die Casting Corp. 52 E. 
Centre 


Codwise 


East Orange 


C. M. Grey Industries Inc., 358 Cen- 
tral Ave. 


Elizabeth 
Central Casting Co., 400-416 Trum- 
bull 
Garwood 
Aluminum Company of America 
Irvington 


American Aluminum Casting Co., 
332-334 Coit 

Dollin Corp., 600 S. 21 

Irvington Die Casting Co., 133 S. 20 

Jersey Plastic & Die Casting Co., 149 
Shaw Ave. 


Kenilworth 
Springfield Die Casting Co., Inc., 725 
Lexington Ave. 
Livingston 
Stella Products Corp., 66 Okner 
Millville 
Wheaton Die Casting Corp., North 
Tenth Street 
Newark 


Art Jack Die Casters, Inc., 36 Goble 

Camp Aircraft Parts, Inc., 1133-39 
McCarter Hwy. 

Duane Specialties, Ltd., 209 Park- 
hurst 

Micro-Products Engineering Co., 230 
Ridgewood Ave. 

Premier Die Casting Co., 28 Margar- 
etta 


North Bergen 

Beaut Mfg. Co., Inc., 7500 Tonnelle 
Ridgefield 

Diecasters, Inc., 720 Grand Ave. 
Springfield 

Haug Die Casting Corp., 52 Brown 
Teterboro 

Bendix Foundries, Bendix Aviation 

Corp. 
Trenton 

Hooper Die Casting, 300 Maple Ave. 

Watchung 


Watchung Die Casting Corp., P. O. 
Box 828, Plainfield, N. J. (Mailing 
Address) 
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NEW YORK 


Bay Shore 
Gasket, Packing & Specialty Co., Inc., 
41 N. Saxon 
Staver Co., Inc., The, 41 North Saxon 
Batavia 
National Lead Co., Doehler-Jarvis 
Div. 
Kisiel Die Casting Works, 127 Otis 
Bronx 
Finkel Umbrella Frame Co., Inc., 200 
Brush Ave 
Brooklyn 


American Casting & Mfg. Corp., 30 
Main St. 

Advance Pressure Castings, Inc., 20- 
30 Wythe Ave. 

Danacor Co., 430 Carroll 

Dieco Die Casting Corp., 59-27 De- 
catur 

Metro Casting Co. Inc., 47 Grattan 

National Casting Corp., 6517—14th St. 

National Ornament Co., 6517 14th 

Sterling Die Casting Co., Inc., 743 39th 


Buffalo 


Phoenix Die Casting Co., 21 Illinois 


East Syracuse 


Syracuse Die Casting & Mfg. Co., 
2101 Teall Ave. 


Freeport, Long Island 
Adept Castings, Inc., 39 Hanse Ave. 
Hollis 
Ideal Toy Corp., 184-10 Jamaica Ave 
Inwood, Long Island 


Long Island Die Casting, Inc., 21 
Smith 


Jamestown 
Chautauqua Hardware Corp., 31 
Water 
Lakewood 


Falconer Metal Specialty Co., Inc., 
Fairmont Ave. 


Long Island City 


E. B. Metal Products Co., 12-12 
Bridge Plaza, S. 
Starlight Specialties Inc., 22-14 40th 
Massapequa 


Master Fabricators, Inc., 6 Brooklyn 


Mt. Vernon 


General Metals Corp., 444 S. Ninth 
Gorton & MacIntyre, 55 South Third 


Newburgh 


Eastern Malleable Iron Co., Eastern 
Casting Corp. Div., 64 S. William 

Hudson Valley Aluminum Co., Inc., 
Box 506 


New Hyde Park, L. I. 


Hamilton Diecasting Corp., 2020 Jeri- 
cho Turnpike 

Monarch Tool & Machine Corp., 1847 
Highland Ave. 


New Rochelle 


Gries Reproducer Corp., 140 Beech- 
wood Ave. 


New York 


Darmon Tool & Mfg. Corp., 2664 Park 
Mark Kenny Products Co., Inc., 251 
E. 137 St. 


Metal-X Specialties Co., Inc., 5 E 
Third 
Sherman Pressure Casting Corp., 601 
W. 26 
Stricker Brunhuber Corp., 1915 24th 
Oswego 
Oswego Casting Corp., Box 222 


Poughkeepsie 
DeLaval Separator Co., 25 Columbia 
Richmond Hill 


Comet Metal Products Co., Inc., 132 
Street & 91st Ave. 


Syracuse 


Ainsworth-Precision Castings Co., 
Div. of Harsco Corp., P. O. Drawer 
1077 


West Islip, L. I. 


Seaboard Diecasting Corp., 1125 Pros- 
pect Ave 


Woodside 


Allen-Stevens Corp., 33-53 62nd St. 

NORTH CAROLINA 
Reidsville 

Dixie Die Casting Corp., Box 1208 

OHIO 


Bedford 
Manor Die Cast Corp., P. O. Box 386 


Bedford Heights 
Lester Castings, Inc., 25661 Cannon 
Berea 
Mohawk Foundries, Inc., 55 First St 
Canton 


Frantz Mfg. Co., 1200 Camden Ave., 

S.W 
Cincinnati 

Cincinnati Die Casting Co., The, 2117 
Spring Grove Ave 

Electric Auto-Lite Co., The, Lamp 
Div 

Varland Metal Service, Inc., 1350 
Arlington 


Cleveland 


Accurate Die Casting Co., The, 3089 
E. 80 

Ainsworth-Precision Castings Co., 
Div. of Harsco Corp., 12600 Berea 
Rd. 

Arrow Aluminum Casting Co., 3135 
Berea Rd 

Basic Aluminum Casting Co., 1325 E 
168 

Edward W. Daniel Co., 4050 St. Clair 

Die Cast Products, Inc., 4040 Hough 

R. H. Eggers Co., 4701 Perkins Ave. 

Empire Die Casting Co., 19800 Miles 

Halex Die Casting Co., 8640 Bessemer 

Monarch Aluminum Mfg. Co., 9205 
Detroit Ave. 

H. K. Porter Company, Inc., Cleve- 
land Division, 45 18 Lakeside Ave. 

H. K. Porter Co., Inc., Cleveland Div., 
3270 E. 79th St. 

Pressure Castings, Inc., 21500 St. 
Clair Ave. 

Superior Die Casting Co., The, 1001 
London Rd. 

Thompson Products, Inc., Light 
Metals Div., 2269 Ashland Rd. 

Tool-Die Engineering Co., The, 9210 
Loren Ave. 


Columbus 
Ohio Die Casting Corp., 266 E. Fifth 





Conneaut 
Conneaut Die Casting, 618 Sandusky 


Cuyahoga Falls 
Akron Presform Mold Co., The, 2038 
Main 
Dayton 
Acme Die Casting Co., Inc., 746 
Albany 
Dayton Die Casting Co., 111 Front, 
Yoder Die Casting Corp., 727 Kiser 


Euclid 
Laco Die Casting Company, 23440 
Lakeland Blvd 
Nelmor Mfg. Corp., 26420 Lakeland 
Blvd. 
Ft. Recovery 
Superba Die Castings, Box 147 
Germantown 
Atlas Die Casting Co., 362 N. Kelley 
Hamilton 
Hamilton Die Cast Inc., 240 North “B” 
Techni-Cast Corp., 600-608 Walnut 
Marysville 


Ray Lewis & Son, Inc., Delaware Rd 
New Vienna 

Wells Mfg. Co., Inc 
North Canton 


Helfrich Die Casting Co., 208 Schnei- 
der Rd 
Hoover Co., The, Die Casting Div. 


Toledo 


Hilfinger Corp., 1800 Westwood Ave 

National Lead Co., Doehler-Jarvis 
Div., Dixie Hwy. & Willamont Rd. 

National Lead Co., Doehler-Jarvis 
Div., Dixie 2100 Smead Ave. 

Schultz Die Casting Co., 1810 Clin- 
ton 


OKLAHOMA 
Oklahoma City 


Little Giant Pump Co., 5101 Classen 
Blvd., Box 9545 


Tulsa 
Ajax Die Casting & Mfg. Co., 2002 E 
6 St 


OREGON 


Eugene 
Irrigation Equipment Co., 1300 Bethel 


Medford 


Kadee Metal Products Co., 720 S 

Grape 
Portland 

Future Products Co., 3625 N. Missis- 
sippi Ave 

Power Brake Equipment Co., 1632 
S.E. 11 Ave 

Product Engineering Co., 4707 S. E 
17 

PENNSYLVANIA 


Altoona 


Veeder-Root Inc., P. O. Box 1591, 6t: 
Ave. Rd. at Burns Ave. 


Athens 


J & F Tool & Die Casting Corp., P. O 
Box 175 


Bellefonte 
Titan Metal Mfg. Co. 
Erie 
Parker White Metal Co., 2153 Mc- 
Kinley Ave. 
Herminie 
Auel Industries 
Lancaster 
Reese Padlock Co., 128 Sherman 
Latrobe 
Latrobe Die Casting Co., Unity St. 
Lehighton 
Blue Ridge Pressure Castings, Inc., 
Bridge St 
Penndel 
Products Eng. & Mfg. Corp., Noeland 
Philadelphia 


John D. Carey Co., 2194-96 Bridge St 

La France Precision Casting Co., 29th 
& McKean Sts 

Super Grip Anchor Bolt Co., Inc., 
3333 N. 22 


Pittsburgh 
Wessel Hardware Corp., 919-31 N. 5th 
General Cast Products, Inc., 2211 
Waverly St., Swissvale 


Point Marion 
Almar Metal Arts, 1 Water Street 
Pottstown 
National Lead Co., Doehler-Jarvis 
Div. 
Scranton 
Continental Metallifacture 
Pine 
Swissvale 


Pittsburgh Die & Casting 
Ardmore St 


Telford 
Pierson Machine Co., R.D 
Womelsdorf 


Marco Industries, Inc., 3rd & Frank- 
lin Streets 


RHODE ISLAND 
Pawtucket 
Production Specialties Co., 185 Water 
TENNESSEE 
Columbia 
Columbia Metal Products Inc., Box 
544 
Memphis 
Rollin Wilson Co., The, 1213 Empire 
TEXAS 
Amarillo 
Pyramid Corporation, 915 Cleveland 
Austin 
Hall Level & Mfg. Wks., 1119 E. 4th 
St., P. O. Box 1101 
Corpus Christi 
Roberts Engineering & Mfg. Co., Inc 
640 Navigation Blvd., Box 4060 
Dallas 
Dallas Die-Casting Co., 316 Rock 
Island 
Fort Worth 


Fort Worth Die Casting Co., Inc. 1213 
E. Daggett 


R. W. Hughes Industries, Inc., 2713 
Ludelle 

Molded Products Co. Inc., 2820 N 
Sylvania, Box 7281 


Houston 


Production Die Casting Co., 6502 
Rusk Ave 
San Marcos 


Procter Metal Products, P. O. Box 
696 


WASHINGTON 


Seattle 
Qual ity Diecasters, 13714 


WISCONSIN 
Cedarburg 


Meta-Mold Aluminum Co., Sub. of 
The Dayton Malleable Iron Co 
Scherer Mfg. Co., Alyce Ave 


Madison 


Madison-Kipp Corp., 213 Waubesa 
Reuhl Products, Inc., 4505 W. Belt- 
line Hwy 


Milwaukee 


Advance Tool & Die Casting Co., 
3760 N. Holton 

Badger Die Casting Corp., 201 W. 
Oklahoma Ave. 

Midwest Die Casting Co., 3930 N 
First 

Milwaukee Die Casting Co., 4132 N. 
Holton 

J. W. Speaker Corp., 3059 N. Weil 

Stroh Die Casting Co., Inc., 11123 W. 
Burleigh 


37th N. E 


Racine 


Acme Die Casting Corp., 1635 Mur- 
ray Ave : 
Racine Die Casting Co., 1500 16th 


CANADA 


Aluminum Co. of Canada Ltd., Cast- 
ings Div., 15 Brown's Line, Toronto 
Ont., Canada 

Automotive Accessory Co., Ltd., 1551 
Erin St., Winnipeg Man., Canada 

Banner Metal Products Ltd., 1680 Kil- 
dare Rd., Windsor, Ont., Canada 

Barber Die Casting Co., Ltd., Postal 
Station “B”, Box 240, Hamilton, 
Ont., Canada 

Carpenter Die Casting Co. Ltd., 474 
Burlington St., E., Hamilton, Ont., 

Dominion Die Casting Ltd., Heinz St 
Wallaceburg, Ont., Canada 

Gordon Mfg. Co. Ltd., 1390 Wallace, 
Wallaceburg, Ont., Canada 

Lakeshore Die Casting Ltd., 482 
Queen Elizabeth Way, Oakville, 
Ont., Canada 

Mendler Mfg. Co., P. O. Box 125, 
Sandwich Postal Station, Windsor, 
Ont., Canada 

National Hardware Specialties Ltd., 
Box 250 Dresden, Ont., Canada 

Ontario Steel Products Co. Ltd., Die 
Casting Div., St. George St., Chat- 
ham, Ont., Canada 

A. O. Pope Ltd., 90 Winter, Saint 
John, N. B., Canada 

Pressure Casting Of Canada Ltd., 67 
Main St., S., Weston, Toronto 15 
Ont., Canada 

Richmond Machine Tool & Die Cast- 
ing Co. Ltd., 5680 Fullum Street, 
Montreal, Que., Canada 

Schultz Die Casting Co. of Canada 
Ltd., Wallaceburg, Ont., Canada 

White Die Casting Co., Monad St. at 
Head, Dundas, Ont., Canada 
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SECTION 3 | 1958 DIE CASTING DIRECTORY 





| TRADE MARK DIRECTORY 


A & A Die Casting Co. 


ABCO Die Casting Corp. 


Accurate Die Casting Co., 
The 


Adept Castings, Inc. 


Admiral Die Castings 


Advance Pressure 
Castings, Inc. 


Advance Tool & Die 
Casting Co. 


Ainsworth-Precision 
Casting Co., Div. of 
Harsco Corp. 


Ainsworth-Precision 
Casting Co., Div. of 
Harsco Corp. 


Ainsworth-Precision 
Casting Co., Div. of 
Harsco Corp. 


Ainsworth-Precision 
Casting Co., Div. of 
Harsco Corp. 


Allen-Stevens Corp. 


Allmetal Diecast 
Company 


Alloy Die Casting Co. 


Alpha Industries 


Alumiloy Fabricators, Inc. 


Aluminum Company of 
America 
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Aluminum Die Casting 
Co. 


Ambrit Industries, Inc. 


American Aluminum 
Casting Co. 


American Die Casting 
Co. 


Amerock Corporation 


Anderson Die Casting & 
Engineering Co. 


Arrow-Acme Corp. 


Atlantic Die Casting Co. 


Atlas Die Casting Co. 


Atomic Die Casting Corp. 


Aurora Metal Co. 


Automotive Accessory 


Co., Ltd. 


Badger Die Casting 
Corp. 


Barber Die Casting Co. 
Ltd. 


Basic Aluminum Casting 


Co. 
Bendix Foundries 


Benton Harbor Malleable 


Industries, Inc. 


Blue Ridge Pressure 
Castings, Inc. 


Bruin Mfg. Co. 


Buehrle Engineering Co. 


Calko Die Casting Co. 


Callen Mfg. Corp. 


John J. Carey Co. 


Carpenter Die Casting 
Co. Ltd. 


Central Die Casting & 
Mfg. Co., Inc. 


Century Die Casting Co. 


Char-Lynn Co. 


Chicago White Metal 
Casting, Inc. 


Cincinnati Die Casting 
Co., The 


Clinton Machine Co. 


Clyde Equipment Co. 


Coast Die Casting Co. 


Comet Metal Products 
Co., Inc. 


Conneaut Die Casting 
Company 


Consolidated Die Cast 


Corporation of America 


Continental Die Casting 
Corp. 


Robert A. Cox Die 
Casting Co. 


Crown City Die Casting 
Co. 


Edward W. Daniel Co. 


DeLaval Separator Co. 
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Delta Die Casting Corp. 


Denham Mfg. Co. 


Detroit Die Casting Corp. 


Die Cast Products, Inc. 


Diecasters, Inc. 


Dieco Die Casting Corp. 


Dixie Die Casting Corp. 


Dollin Corp. 


Dominion Die Casting 
Ltd. 


Dow Chemical Co., The 


Dow Chemical Co., The 
Duane Specialties, Ltd. 


DuPage Die Casting & 
Fabricating Co., Inc. 


Du-Wel Metal 
Products, Inc. 


Eastern Malleable Iron 
Co., Eastern Casting 
Corp. Div. 


Electric Auto-Lite Co., 
The, Lamp Div. 


Electric Auto-Lite Co., 
The, Woodstock Div. 


El Monte Tool & Die 
Casting, Inc. 


Empire Die Casting Co. 
Exact Tool & Die Co. 


Falconer Metal 
Specialty Co., Inc. 


Federal Die Casting 
Co. 


Fort Die Casting Corp. 


Fort Worth Die Casting 
Co., Inc. 














Frantz Mfg. Co. 


Future Products Co. 


General Die Casting Co. 


General Motors Corp., 
AC Spark Plug Div. 


General Motors Corp., 
Fabricast Div. 


Gibbs Automatic 
Moulding Corp. 


Grand Die Casting, Inc. 


Grand Rapids Brass Co. 


Grand Rapids Die 
Casting Co. 


Grand Steel & Mfg. Co. 


Great American Plastics 


Co. 


C. M. Grey Industries 


Inc. 


Gries Reproducer 
Corp. 


Gries Reproducer 
Corp. 


H & M Industries, Inc. 


Hadlock & Temte, Inc. 


Halex Die Casting Co. 


Hamilton Diecasting 
Corporation 


Hamilton Die Cast Inc. 


Hamlin Products, Inc. 


Hampden Brass & 


Aluminum Co. 


Harvill Corp. 


Harvill Corp. 


Heick Die Casting 
Corp. 
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Helfrich Die Casting Co. 


Hilfinger Corp. 


Holland Die Casting Co., 


Inc. 


Hoover Co., The 


Huid Lock & Mfg. Co. 


Industrial Die Casting Co. 
Irrigation Equipment Co. 


Jervis Corp. 


Kadee Metal Products 
Co. 


Kalamazoo Die Casting 


Co. 


Kaljer Mfg. Co. Div. of 
Jervis Corp. 


Kamin Die Casting & 
Mfg. Co. 


Kent Castings Corp. 


Kiowa Corp. 


Paul Krone Die Casting 
Co. 


Kuhlman Diecasting Co. 


Kwikset Locks, Inc. 


Laboratory Equipment 
Corp. 

Lakeshore Die Casting 
Ltd. 

Latrobe Die Casting 
Co. 


Leco Plating Co. 


Lee Silver Service, Inc. 


Lester Castings, Inc. 
Lincoln Die Casting, Inc. 


Litemetal Dicast, Inc. 
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N.L.CO. 


Littler Diecast Corp. 


Lloyd Products, Inc. 


Los Angeles Die Casting 
Co. 


Lyons Diecasting Co. 


Madison-Kipp Corp. 


Magnesium Industries, 
Inc. 


Manger Die Casting Co., 


Inc. 


Manor Die Cast Corp. 


L. E. Mason Co. 


Metro Casting Co., Inc. 


Midwest Die Casting Co. 


Mid-Western Die Casting 
Co. 


Milwaukee Die Casting 
Co. 


Missouri Diecasting Co. 


Monarch Aluminum 
Mfg. Co. 


Monarch Aluminum 
Mfg. Co. 


Monarch Governor Co. 


Monroe City Diecasting 
Co. 


Mt. Vernon Die 
Casting Corp. 


National Hardware 
Specialties Ltd. 


National Lead Co. 
Doehler-Jarvis Div. 
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Nelson Metal Products, 
Inc. 


New England Die 
Casting Co., Inc. 


New Products Corp. 


Newton-New Haven Co., 
The 


Nordon Die Casting Co., 


Inc. 


Norgren-Stemac, Inc. 


Norwood Tool & Machine 
Ca. 


Ohio Die Casting Corp. 


Ontario Steel Products 
Co. Ltd. 


Oswego Castings Corp. 


Pabcast 


Page & Hall Mfg. Co., 


Inc. 


Paragon Die Casting Co. 


Paramount Die 
Casting Co. 


Parker White Metal 
Co. 


Peat Mfg. Co. 


Peerless Aluminum 
Foundry Co., Inc. 
Peerless Die Casting & 
Permold Div. 


Petosky Mfg. Co. 


Phoenix Die Casting 
Co. 


Pioneer DieCasters, Inc. 


Pittsburgh Die & Casting 
Co. 


A. O. Pope Ltd. 


H. K. Porter Co., 
Cleveland Div. 


Premier Die Casting Co. 
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Pressure Castings, Inc. 


Pressure Castings of 


Canada Ltd. 


Product Engineering & 
Mfg. Corp. 


Production Die Casting 
Co. 


Racine Die Casting Co. 


Rangers Die Casting Co., 
Inc. 


Republic Die Casting Co. 


Richmond Machine Tool 
& Die Casting Co. Ltd. 


Rowe Plastics & Die 
Casting Co. 


Rupert Diecasting Co. 


S-K-S Die Casting Co. 


S.U.S. Die Casting Co., 


Inc. 


Saginaw Bay Industries, 
Inc. 


St. Louis Diecasting Corp. 


San Jose Die Casting 
Corp. 


Scherer Mfg. Co. 


Schultz Die Casting Co. 


Schultz Die Casting Co. 
of Canada Ltd. 


Seaboard Diecasting 
Corp. 


Sherman Pressure Casting 
Corp. 


IN) National Lock Co. 
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Soper Mfg. Co. 
Stella Products Corp. 


Sterling Aluminum 
Products, Inc. 


. Sterling Die Casting Co. 
Hiring isinn Coin Co, 


dleward ie Casting Di 
wu Stewart Die Casting Div. 


S Stroh Die Casting Co., 
Inc. 


‘Ss yi Superior Die Casting Co., 


Lewatne The 


Oem S Grip Anchor Bolt 
Lxs uper Grip Anchor Bo 
Yee Co., Inc. 


Syracuse Die Casting 
1 & Mfg. Co. 


T Die Cast & Molded 
Products 


Tann Corp., Congress 
Die Casting Div. 


Techni-Cast Corp. 


Thompson Products, 


IN [Tp Inc., Light Metals Div. 


PY 


(7) Titan Metal Mfg. Co. 
&®) E Temen & Co. 


Tool-Die Engineering Co.., 
<fG> 1. 


Stewart-Warner Corp., T- S a Die Casting 
orp. 


Twin City Die 
Castings Co. 


Twin City Die 
Castings Co. 


Union Die Casting Co. 


Univex Die Cast & 
UNIVEX Engineering Co. 


Van Wey Die Casting & 
Tool Co. 


Veeder-Root Inc. 


Wells Die Casting Co. of 
eu California 


West Irving Die Casting 
Co. 


© 


Western Die Casting Co. 


E> 
Sa 
Sa 


Westland Die Casting, 
Div. of Westland Tool 
& Mfg. Co. 


Wheaton Die Casting 
Corp. 


White Die Casting Co. 


Withrow Die Casting Co. 


Wolverine Die Cast Corp. 


Yoder Die Casting Corp. 


Zenith Diecasting, Inc. 


WK eS aCe 





ABOUT THIS DIRECTORY... 


In this issue, we present the second pub- 
lished directory of the jobbing die casters. The 
basis for all listings has been the information 
supplied by the individual die casters. Only 
those die casters who returned PRECISION 
METAL MOLDING’S questionnaire and who 
gave full information have been included. The 
requirements for listing in the directory pre- 
vented the inclusion of many known die cast- 
ing companies since they failed to return a 
questionnaire 


Key to Listings: 

Metals (A) Aluminum, (B) Copper-base, 
(C) Magnesium, (D) Zinc, (E) Lead and (F) 
Tin; Facilities at the same address (1) As- 
sembling, (2) Die Making, (3) Electro-plating, 
(4) Heat Treating, (5) Machining, and (6) 
Painting 





A single asterisk (*) after a company name 
indicates membership in the American Die 
Casting Institute. A double asterisk (**) in- 
dicates that the company is a participant 
the ADCI’s Certified Zinc Alloy Plan 

Complete addresses for die casters are given 
in both the alphabetical and geographical 
listings, but additional information such as 
metals cast and facilities available are included 
only in the alphabetical list. 

Bold faced listings indicate advertisers in 
this Directory Issue of PRECISION METAL 
MOLDING. For additional information about 
these companies, consult the Index of Adver- 
tisers beginning on page 137 

Additional copies of this directory are avail- 
able at the following prices. 1 to 10 copies 
$1.00 each; 11-25 copies—85¢ each; over 25 


copies 75¢ each 
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You are close to 
LATROBE DIE CASTINGS 
when you ride on air in many 
of the new1958 automobiles 


Six Latrobe aluminum die castings shown above go into the Bendix- 
Westinghouse compressor assembly which supplies the air for modern 
air suspension systems in many 1958 automobiles. After extensive 
research, development and testing of sand cast models to perfect 
the functional design, Bendix-Westinghouse chose Latrobe die cast- 
ings for the production job. 


You are close to 
LATROBE DIE CASTINGS 
when you design your 
products 


Your products, too, can benefit by the close cooperation of Latrobe 
Die Casting Company's engineers, all the way from initial design 
through the completed die castings. You'll get top quality and work- 
manship, along with fast service when you call Latrobe. 


& LATROBE pie castiNc co. 


Latrobe, Pa. — Established 1918 
Die Castings in Aluminum, Zinc, Tin and Lead Alloys 








LATROBE DIE-CASTING CO. 
Latrobe, Pa. 


Gentlemen: To help in planning our die castings, we would appreciate getting 
from you (without obligation, of course) the following . . . 
More information about your facilities and services 
Die casting design assistance 
Price quotation on the attached print 
Name 
Title 
Company 
Addess 














For more information circle No. 79 on the Reader Service Card 
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NEW PRODUCTS— 
continued from page 86 


ers, varnishes, phenolic, long oil, 
die drawing compound, metallics, 
sealers, primers, and other ma 
terials, has been announced by 
Aro Equipment Corp. 

Items in the line include a 4:1 
ratio divorced type paint spray- 
ing unit in 50 lb. capacity port- 
able units and 400 lb. stationary 
pumps; 2:1 ratio portable and 
stationary paint units for pro- 
duction use; a 1:1 ratio paint 
transfer pump for transfer of 
paints, lacquers and thinners 
multi-purpose spray stations; pro- 
duction line circulating systems, 
and paint pump and air line ac- 


| cessories 


Circle No. 217 on Reader Service Card 


| DRILLING-TAPPING 
| MACHINE IS MULTI-SPINDLE 


A new multi-spindle drilling- 
tapping machine features spin- 


| dles that can be fixed in any po- 


sition: circles, straight lines, or 
irregularly. With this machine, 


| introduced by Aaron Machinery 
| Co., it is possible to rotate the 


spindles at different speed ranges 
Two different speed rotations can 
be attained simultaneously by 
coupling different pairs of speed 
ranges. 

Circle No. 221 on Reader Service Card 


ECONOMICAL DEGASSING 
OF STEEL 
. . « by pouring into a vacuum 
Mr. K. C. Taylor, a vacuum de- 
gassing specialist on the staff of 
F. J. Stokes Corp., reported to 
the Metallurgical Congress that 
the refinement of steel in tonnage 
quantities by pouring it in a sus- 
tained stream into a vacuum 
chamber, thereby removing dis- 


| solved gases and evaporating 


other contaminants, is now a prac- 
tical and economical procedure. 





Vacuum stream degassing pro- 
vides increased yields of usable 
metal, and steel which is gas- 
free and more ductile, hence is 
more easily machined or forged 
than that made by normal at- 
mospheric pouring. These advan- 
tages offset the moderate extra 
cost. 

Information on vacuum stream 
degassing equipment, designed and 
engineered by the Stokes Co., that 
has successfully degassed a 250- 
ton heat of alloy steel, is available 
with information on the process 


Circle No. 220 on Reader Service Card 


BARREL PLATER 
. . « is automatic 


Features of this automatic bar- 
rel plating machine are uniform 
distribution of electroplating de- 
posit and increased output at re- 
duced cost. 

Manufactured by Belke Mfg. 
Co., the machine uses horizontal 
plating cylinders with a hanger 
mounted motor drive. Easy to 
change cylinders of different types 
can be used. The standard ma- 
chine has 18 cylinder stations, in- 
cluding 5 plating tank positions 
With a 20 minute plating period, 
the unit will turn out a com- 
pleted cylinder every 4 minutes 


Circle No. 227 on Reader Service Card 


NEW BURR-BIT 
taps and de-burrs in 
one operation 


Burr-Bit is a new device that 
taps and de-burrs in one opera- 
tion by simply slipping over a 
two or four fluted Heli-Coil tap. 

When the tap is withdrawn 
from the work piece, the burr- 
bit operates leaving the top of the 
hole perfectly smooth and clean. 
The bit can be used with con- 
ventional tapping machines or 
with tapping heads. 

Manufactured by Vernon De- 
vices, Inc., the bit is available 
in sizes 4 (.04CSB) to %” 
(20145-6). 


Circle No. 224 on Reader Service Card 


Continued on next page 











MARVEL ssa FILTERS 


For Efficient Filtration of — 


Hydraulic Oils — 
Fire Resistant Hydraulic Fluids— 
Coolants — Lubricants — 
Water 





OVER 800 


Original 
Equipment 
Manufacturers 
Install Marvel 
Synclinal Filters 
as Standard 
Equipment 











Meet 
SUMP TYPE J.1.C. Standards 


(cutaway) 


PROTECT EQUIPMENT 
INCREASE PRODUCTION 
REDUCE MAINTENANCE 


Marvel Synclinal Filters installed in the sump or on the line pre- 
ceding pump offer maximum protection on all hydraulically 
actuated and other equipment utilizing low pressure circulating 
oil systems. Maintenance and production costs are reduced be- 
cause MARVEL Synclinal Filters BALANCED design offers 
reater ACTIVE filtering area with sufficient storage capacity 
or filtered out damaging particles, thus, longer periods of pro- 
ductive operation are attained at minimum “down time” due LINE TYPE 
to maintenance and repairs. (cutaway) 





PRODUCTION ENGINEERS and MAINTENANCE MEN whose job it is to keep produc- 
tion machinery operating at peak efficiency and who have recognized the superiority of 
Marvel Synclinal Filters in the filtration of hydraulic oils, fire resistant hydraulic fluids, 
coolants, lubricants, etc. are specifying Marvel Synclinal Filters on all new equipment and 
standardizing with Marvel Synclinal Filters on all machines within their plants. 


Another outstanding reason for their preference is the simple construction of Marvel Syncli- 
nal Filters which ailows them to be easily disassembled, thoroughly cleaned and reassem- 
bled on the spot, by any workman in a matter of minutes. Line type operates in any posi- 
tion and may be serviced without disturbing pipe connections. 


A SIZE FOR EVERY NEED 


Available for sump or line installation in capacities from 5 to 100 G.P.M. 
Greater capacities may be attained by multiple installation (as described 
in catalog.) Choice of Monel mesh sizes range from coarse 30 to fine 200. 


IMMEDIATE DELIVERY! 


As in the past, Marvel continues to offer Immediate Delivery! 


MARVEL ENGINEERING COMPANY - —— 


7227 N. HAMLIN AVE. AN. 
CHICAGO 45, ILLINOIS {oeeonoor ae TY Ra 


Phone: JUNIPER 8-6023 


Without obligation, please serd me complete data on Marvel 
Synclinal Filters, as indicated 
Catalog ¢/08—For Hydraulic Oils, Coolants, Lubricants 
Catalog $200—For F ire-resistant Hydraulic Fluids 
(Aqueous Base) 


Catalog £400—For Fire-resistant Hydraulic Fluids 
yrthetic) 
Catalog £30i'—For Water 


Name 
Catalogs 
containing ; 
complete data : Address 
available ‘ 
on request 


Company 


City 


State 
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NEW TRIM PRESSES 
... are fast acting 


New, fast-acting, hydraulic trim 
presses have been announced by 
the Bausenbach Hydraulics Div., 
Buffalo Metal Container Corp. 
These heavy-duty, fast acting, 
high velocity, hydraulic trim- 
presses are designed around a 
new principal which uses an ac- 
cumulator with a closed shock- 
free, pressurized system. 

Rapid cycling action is achieved 
with lower horsepower input. 
Broader production capacities are 
provided with approach speeds up 


to 2000 I.P.M. ram travel. Presses 
are available in platen sizes of 
15” x 18” up to 36” x 54”, offering 
12”, 15”, and 18” strokes, with 
shut-heights of 5”, 10”: and 15”, 
in 13, 20, 30, 40 and 50 ton ca- 
pacities, in either 2 or 4 post 
types. 

Circle No. 228 on Reader Service Card 


CUSTOM-MADE MUFFLES 
FOR SINTERING FURNACES 

Muffles that withstand high tem- 
peratures and strong atmospheric 
conditions in sintering furnaces, 
have been introduced by Wiretex 
Mfg. Co 

Custom-made, these muffles are 
available in a number of alloys, 
including the preferred Inconel, 
Incoloy and Type $330. Thick- 
nesses range upward from 14” 
with oversize crown tops. The 
muffles have extremely high ca- 
pacity for holding shape in ex- 
pansion and contraction. They are 
available with extra braces of flat 
bar stock. Weldments are double 
secured with strict adherence to 
specifications 
Circle No. 230 on Reader Service Card 


PARTICLE COUNTER 
.. . for content & size 
distribution 
An instrument that counts and 











never say die 





eo. 


say die-cast by Gibbs! 


Your business slowly being poisoned by improper tolerances? 
Try Gibbs for tranquilizing service. Automatic, more accurate, 
faster production of zinc casting to 10 pounds, aluminum to 5 
pounds. Everything you need under one roof including tool 
room, machining, plating, painting and assembly. 





THIS 


SLASHED 
SMALL PARTS 
COSTS MORE 


THAN 50% 


sizes 100,000 fine particles in 19 
seconds has been developéd by 
Coulter Electronics. This elec- 
tronic unit, which has application 
for nearly any particle in the 
0 to 200 micron range, requires 
5 to 10 minutes for an average 


size-frequency determination. 


The principle involves the 
forced passage of a fluid suspen- 
sion of particles through a small 
aperture having an electrode on 
each side. As a particle passes 
through, aperture resistance 
changes in proportion to particle 
size, and the resultant series of 
electrical pulses is electronically 
scaled and counted 


It is possible to measure any 
type of particle if the suspending 
medium is an electrical conduc- 
tor. Apertures from 35 to 400 
microns are available for counting 
particles ranging in size from 0.7 
to 200 microns. Size ranges of 20 
to 1 are easily handled 


The unit has a moderately wide 
field of application in both the in- 
vestment casting and powder met- 
al industries 
Circle No. 222 on Reader Service Card 

Continued on page 133 





CASTING 








small parts. 


This latching cam WAS a 3-piece unit that cost $4.946, completely 
machined and assembled. Now, it IS a single OPC Manganese 


e 


Bronze casting that costs just $2.410, completely finished. And 
each casting is individually checked to make certain the sprocket 
tooth form fits perfectly into a +40 standard roller chain 

An astute buyer and a knowledgeable OPC man worked to 
gether to affect this tremendous saving on small parts for S & C 
Electric Company. An equally astute buyer could call in the OPC 
man and quite likely make equally substantial savings on your 


For a start, write for our illustrated brochure that contains 
many other examples of cost-cutting with OPC castings 





OHIO PRECISION CASTINGS, INC. 


P. O. Box 55, Sta. A DAYTON 3, OHIO 
Plaster Mold Castings made from 
BRASS ® BRONZE * ALUMINUM ® BERYLLIUM COPPER 


Apply first aid . . . call or write: 


IBBS Automatic Moulding Corporation 
Henderson 9, Ky. + Valley 6-9573 














For more information circle No. 60 on the Reader Service Card 
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THE ONLY PLANT IN THE WORLD 


that produces iron powders with predictable 
dimensional control after sintering 


THIS IS THE PLANT, strategically located in Toledo, Ohio, where Republic 
produces high quality iron powders for the molding and manufacture of 
mechanical parts. This is the plant where Republic developed its exclusive 
Controlled Dimensional Factor process. 

THIS IS THE PROCESS that provides benefits for everyone concerned with the 
production of iron powder sinterings—tool engineer, designer, fabricator. 
CDF is the process that permits accurate prediction on what the dimensional 
characteristics of iron powder will be after sintering. The process that elimi- 
nates the element of uncertainty in powder reaction, before a tool or part is 
designed, before a production run is started. 


THIS IS THE SERVICE Republic offers—field, mill and laboratory metallur- 
gists, who combine their experience and knowledge with the skills of your 
own engineering and designing staffs in working out profitable solutions to 
problems you may encounter in the design and fabrication of sinterings. This 
service is obligation-free and confidential. 


For more information circle No. 110 on the Reader Service Card 


FREE BOOK contains complete information 
on test evaluations, chemical composition 
and physical 
properties of 
Republic CDF 
Iron Powders, 
Mail coupon for 
your copy; or 
for metallur- 
gical service 


2 | PL 4 ‘ { Cc REPUBLIC STEEL CORPORATION 
DEPT. C-4983 


3192 EAST 45th STREET + CLEVELAND 27, OHIO 


© Send Booklet Advy-763 on Iron Powder with CDI 
C) Have a metallurgist call 


Name— 


Walls While. Renge sieitea 
of Stiwalard, Sthols oud Sto Predetels a 


State. 





LANGENHEIM 


continued from page 45 


Q: What is your role in the 
development and application 
of investment castings in mis- 
siles and aircraft? 

A: Our function is to try and 
get aircraft people to design cast- 
ings properly so that they take 
full advantage of the casting pro- 
cess, and to get foundry people to 
work on a higher plane. For ex- 
ample, a foundry can get by with 
a draft of one degree on a casting, 
if necessary. In contrast, a draft of 


seven degrees is needed on a 
forging. 

Q: What is holding develop- 
ment back? 

A: There is a definite need for 
new thinking and new attitudes. 
At the present time, many missile 
and aircraft people are indoctrin- 
ated with the “heavy-press” pro- 
gram. They just don’t realize the 
great usefulness of castings. And 
because of this, a lot of needless 
machining is being done on mis- 
sile and aircraft parts. 

Q: How did this lack of un- 
derstanding come about be- 





BADGER quality makes your 
product more competitive! 


DIE CASTING CORP. 


MILWAUKEE 7, WISCONSIN 


201 WEST OKLAHOMA AVE. 


. 


For more information circle No. 26 on the Reader Service Card 
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tween aircraft people and the 
foundries? 

A: It began during World Wat 
Two. Air frame people became 
alarmed because they could not 
get consistent quality in the cast- 
ings they were buying. 

Q: Why was this? 

A: Because the foundry people 
were used to making agricultural 
machinery, large railroad build- 
ing equipment, and other heavy- 
duty castings 

Q: And how did the foundry 
people feel? 

A: They were just as dis- 
couraged because the aircraft peo- 
ple were not flexible in their de- 
sign ideas. They insisted that, 
once a thing was drawn and speci- 
fied, it could only be made in that 
specific way. 

Q: Was this attitude of the 
aircraft people unjust? 

A: Yes. Often, they would lay 
something out on a piece of paper 
and say, “You can’t change it.” 
Yet, many times it was found 
later that changes could have 
been made that would have made 
a casting possible. 

Q@: And has this situation 
improved? 

A: Oh yes. But there is still a 
lot of room for improvement be- 
fore proper castings can be de- 
veloped for missiles and aircraft 

Q@: And for the last ques- 
tion: Can you make a predic- 
tion for us? 

A: I foresee an increase in the 
use of investment castings in mis- 
siles and military aircraft as fast 
as new materials and improved 
foundry techniques and practices 
develop. Newer aircraft and mis- 
siles that operate at higher speeds 
and temperatures will need ma- 
terials with much greater strength 
and heat resistant properties than 
are being used now 

It is highly probable, because of 
this, that precision castings will 
be needed in greater and greater 
numbers 

As the investment casting in- 
dustry shows its ability to pro- 
duce larger castings, at lower 
over-all cost, the demand for 
these castings should improve 








The potential use of investment 

castings in missiles and aircraft 
of extreme impor e. Thi 
the first T verc sparate 

orti les : future 

publication in PMM Magazine. 

Each will be | 

ent, important aspect of the 


snad on a difter 


subject: Investment Castings in 
Aircraft The Editors. 
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CUTAWAY ELEVATION: 
ENTIRE PIECE IN DRAG. 


PAT TEIRN 








ps 


ADDED LOOSE 
PATTERN PIECE 


SHELL 


2 CORE 








SHELL CORES were used in the drag half of the sand used. The shell 


To produce deeper the flange, the 


mold as shown in the top figure 


rakes the loose pattern piece shown 


RAKE DESIGN 
continued from page 55 
3. Cored bolt holes, 11/16” 

diameter, were to be 
smooth and held to 
+0.010” O.C. 
Stringer slots were to be 
held to +0.025” 
tolerance. 


location 


5. The number of different 
patterns had to be kept 
low. 

The last requirement was nec- 
essary even though there was a 
single basic design. The depth of 
the blade, i.e. the distance from 
its top edge to the tank bottom, 
varied, depending on the size of 
the classifier. This difficulty was 
overcome by the use of a loose 


pattern piece which would bring 
the rake to the required depth 

Each rake blade was cast in a 
green sand mold with two cores 
These 1” thick, resin-bonded 
cores were capable of holding tol- 
erances to +0.010, and performed 
three functions in the critical 
areas of the casting. 


1. The top, flat surface of 
the core formed the 
smooth inside face of the 
bracket. 


. The end surface formec 
the slot for the stringer. 
A pair of cylindrical pro- 
jections from the top sur- 


core, bottom, forms the inside face of 
stringer slot and the bolt holes. Toler- 
in the center was ances are close enough so no machining is required 


face formed the properly 
positioned bolt holes 


The outer, less critical, blade 
areas were formed in green sand 
With the new castings all re- 
quirements were met and no sub- 
sequent machining was necessary 
The distance between bolt holes 
was accurate, the surfaces were 
smooth and the rake blades were 
straighter than the blades pre- 
viously used for similar service 
A further saving resulted by 
designing the rake so that only 
one pattern was required. By re- 
versing the blade, during assem- 
bly, four bolts support two rakes. 
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Proved- 


(ea 


the Long-Life of 
Light Metal Die Castings 
in Power and Hand Mowers 


More and more manufac- 
turers of hand operated 
and power driven, rotary 
and reel-type, Lawn Mow- 
ers are using components, 
such as shown in the 
photograph, of die cast 
aluminum and magnesium. These applications of alumi- 
num and magnesium die cast parts have proved themselves 
through years of operating experiences. For example: 
one die cast gear, such as shown in the upper right hand 
corner, has been used continuously for 10 years. During 
that time 1,500,000 lawn mowers have been equipped 
with these gears . . . surely proof of long-life and satis- 
faction to both the manufacturer and ultimate consumer. 


Important production cost savings are effected also through 
the minimizing or virtual elimination of machining oper- 
ations, plus the providing of smooth surfaces and design 
flexibility. Too, shipping costs are reduced due to the 
lighter weight of these aluminum or magnesium die cast 
parts. In addition to the gear referred to, the illustration 
above also includes: wheels, gears, gear housings, shaft 
housings, brackets, spacers, frames, cutter bar supports, etc. 


Let’s Talk It Over... 
LITEMETAL DICAST, INC. is an organization of specialists — 
men thoroughly experienced in the casting and machining of 
magnesium and aluminum alloys. Our equipment includes big 
machines for big jobs — little machines for little jobs... the 
right sizes and types of the most modern die casting equip 
ment for producing parts from the size of a button to large 
cable spools. Complete facilities for secondary operations are 


also available. 
pS Write today for literature and design information. & 


Quick action on inquiries. 


LITEMETAL DICAST Inc. 


A SUBSIDIARY OF HAYES INDUSTRIES 
1925 WILDWOOD AVE. + JACKSON, MICHIGAN 
PLANT AND EXECUTIVE OFFICES 


For more information circle No. 83 on the Reader Service Card 
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CENTS 
foundries 
specify... 


REFAX POTS 


: RETAINS HEAT: low nickel-chromium 


alloy cast iron absorbs heat fast, holds it with 
minimum reheating. 


™ 


LESS SWELLING AND DISTORTION 


because of tapering wall thickness, scientific 
side-wall angles. 
fy 


« 
Vv TOUGH, DURABLE, close-grained, yet 


has high machinability. 


A 
“T INSPECTED THREE TIMES to assure 


you of only the finest workmanship and 
soundness in every detail. 


Fast delivery in all sizes and styles. Also 
available: Ingot Molds, Utility Castings, 
Goosenecks. For details, write Dept. PM-1. 


AMERICAN CAR AND FOUNDRY 
DIVISION OF QCF INDUSTRIES, INCORPORATED 
30 Church Street, New York 8, N.Y 


Sales Offices: New York * Chicago * St. Louis * Cleveland * Washington, 
D.C. * Philadelphia * San Francisco * B-~wick, Pa. * Huntington, W. Va. 
Plants: Berwick, Pa. * St. Louis, Mo. * Huntington, W. Va. 
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@ News or 


. 
t 


INDUSTRY & ASSOCIATIONS 


activities of people, companies & groups 


in the precision metal molding industries 


R. G. Kenly, left, vice president of the New Jersey Zinc Company receives the 
award certificate from Archer W. P. Trench, publisher, American Metal Mar- 


ket, sponsor of the marketing awards 


BARREL FINISHING FORUM 

Representatives of the barrel 
finishing industry met in Cleve 
land, Ohio on December 9th for 
a round table discussion of the 
industry, its nomenclature and its 
problems 

This meeting, the first of a 
series sponsored by PRECISION 
METAL MOLDING, discussed 
the glossary of terms published 
last July by PMM, the aim is to 


develop a common language fi 
barrel finishing so that industry 
representatives and their custom- 
ers will be able to talk in a com- 
mon language 

Further education of the users 
and prospective users of barrel 
finishing was also discussed at 
the meeting. Advances in the con 
trolled finishing of both small and 
large parts have come faster than 
they could be absorbed. Materi- 


The New Jersey Zinc Com- 
pany’s sales promotional activities 
in the die casting industry re- 
ceived a first prize in the 1957 
American Metal Market annual 
marketing awards. The Com- 
pany’s program was judged best 
in the copper, lead, zinc category 

A long-time leader in the field 
of high purity zine and zinc al- 
loys, New Jersey Zinc’s research 
engineers were responsible ior 
the development of new and im- 
proved zinc alloys which have be- 
come the most widely used in the 
fast-growing die casting industry 
This industry’s production of met- 
al parts tor the automotive elec- 
trical, home appliance television, 
tool, hardware and toy industries 
has raised annual consumption of 
high purity zinc for die casting 
from 25,000 tons to approximately 
100.000 tons in the past 

The Company S 


pron ( 


Continued on page 117 


als, methods and equipm 
available that the users 
familiar with 

The second meeting 
dustry group is scheduled for late 


March, 1958 


['wenty men, representing more than 
fifteen companies, met 
problems of the l fi 


dustry 


a 
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Circle No. 104 on the Reader Service Card 
FOR DIE- CASTERS 


@ LUBRICATES 
e@ CLEANS 


BUILT TO 
LAST 


ry 
SX SYSTEM | 

Patent Applied For 

@ VAPOR IS 
ADJUSTABLE 

e INCOMING AIR 
IN TANK 
AGITATES 
LUBRICANT 


Speeds production and eliminates many causes 
of down-time through effective cleaning and 
adjustable thin-film lubrication of all mold- 
cavity surfaces. 
$-W-I-S-H! One pressure 
whisks mold clean with 
powerful air jet. 
S-W-1-S-H!I Further pres- 
sure on same lever shuts 
off air and lubricates. 


PIERCE- WALLER CO. 


KETTERING P.O. BOX 2121A, DAYTON 9, OHIO 





N. J. ZINC 


its well-known publication, The 
Alloy Pot, with a wide circulation 
among consumers of die castings, 
its production and use of motion 
picture films and its participation 
in the promotion of die casting 
clinics throughout the country 
constitute the principal phases of 
its promotion. 

In accepting the award, R. G. 
Kenly, Vice President, paid trib- 
ute to the Company’s die casting 
He stated, “Whatever 
we have done to merit this award 
certainly could not have been ac- 
complished without the help of 
our many friends in the die cast- 
ing industry who supplied much 
of the material for our programs” 


(cont.) 


customers. 


SWEET WINS OAKITE 
SERVICE AWARD 

Walter C. Sweet, Oakite techni- 
cal service representative in Min- 
neapolis since 1946, has received 
the 1957 D. C. Ball Award for 
Distinguished Oakit Service. 

The named in honor of 
the founder of Oakite Products, 
Inc., pioneer manufacturers of in- 
dustrial cleaning and related com- 


award, 


pounds, is given annually to the 
Oakite representative who 
carries forward with his custom- 
ers the highest Oakite 
service” 

Mr. Sweet, 
from the company’s 227-man field 
organization, 
from John 
at Oakite’s 
ence 


“best 
ideals of 


who was selected 


received the award 
A. Carter, 
recent 
in Chicago 


president, 


sales confer- 


KAISER ALUMINUM TO 
HUNT BAUXITE 

Kaiser Aluminum & Chemical 
Corporation has obtained a baux- 
ite exploration and mining con- 
cession from the Government of 
Panama, according to D. A 
Rhoades, vice president and gen- 
eral of Kaiser Alumi- 
num. 


The contract is the first bauxite 
concession 


manager 


ever granted by the 
Panamanian Government. It gives 
Kaiser Exploration Company, ex- 
clusive exploration and mining 
rights in a large area of Western 
Panama near the Costa Rican 
border. The agreement has been 
signed by President Ernesto De 
La Guardia, Jr., and sent to the 


legislature for approval 








TOOL and 


TENNESSEE — south’s 


Largest Concentration of 


for Metal Working Industries 


These excellent tool and die 
see an advantageous 
Ranging from medium size to firms employing 40 to 


DIE SHOPS 


facilities make 
location for 


Tennes- 
branch plants. 


100 men, many of these shops 
can take care of virtually any 
assignment from building 
special machines to complete 
tooling programs including 
tools, dies, jigs and fixtures, 
and are handling important 
projects for large national 
manufacturers. If you are con- 
sidering a branch plant in the 
South, write confidentially for 
complete information. 





For Details, 
Write: 


TENNESSEE 
INDUSTRIAL & AGRICULTURAL 
DEVELOPMENT COMMISSION 


M-20 Cordell Hull Building 
Nashville 3, Tennessee 


Please 


Firm 
Address 
City 








industry and other industrial advantages. 


send details on Tennessee’s tool and die 
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LEAD, ZINC, 
TIN AND 
ALUMINUM 
DIE CASTING 


7600 SQUARE FEET 
OF FLOOR SPACE 


& § 


SYRACUSE 


DIE CASTING & MFG. CO. 


2101 Teall Ave. @ East Syracuse, N.Y. 
HOward 3-6482 
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DONOVAN APPOINTED 
TO BOARD OF H-VM-M 


Frank W. Donovan 


Frank W. Donovan was ap- 
pointed to the board of directors 
of Hanson-Van Winkle-Munning 

Mr. Donovan is a partner of 
the law firm McClintock, Fulton, 
Donovan & Waterman in Detroit, 
Michigan. He is president of De- 
troit Grand Opera Association and 
a director of Cleveland Terminal 
Properties, Inc., Browning Lines, 
Inc., Thunder Bay Manufacturing 
Company and Soss Mfg. Company 

Hanson-Van Winkle-Munning 
Co. was established in 1820 and 
is one of the oldest firms in the 
electroplating and anodizing 


equipment processes field 





DIECASTING DIES 
PLASTIC MOLDS 
WAX MOLDS 
DUPLICATING 


BAUER 





=r GEBAUER on s roo co 
FEELEEEN Desa 


DIE AND TOOL COMPANY 





OKNER PARKWAY 
LIVINGSTON, NEW JERSEY 
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KING-SEELEY BUYS 
QUEEN PRODUCTS 

Mr. A. N. Gustine, President of 
King-Seeley Corporation, of Ann 
Arbor, Michigan, and Mr. F. A 
Trow, President of Queen Prod- 
ucts, Inc., of Albert Lea, Minne- 
sota, announced today that ar- 
rangements had been concluded 
for the purchase by King-Seeley 
of Queen Products and its associ- 
ated company the Albert Lea 
Building Corporation. 

Queen Products was founded 
by Mr. Trow in 1921, and control 
has been in his hands and that of 
his family since that time. M: 
Trow, now 68, has wished to be 
relieved of the responsibility of 
operating his company but has 
agreed for a period of up to one 
year to continue to supervise its 
business as a member of the King- 
Seeley organization. 


INDUSSA OPENS NEW 
OFFICE AT HOUSTON 

J. Poncelet, president of Indussa 
Corporation, has announced the 
opening of a new branch office 
in Houston, Texas. This office will 
be under the management of Wil- 
liam Merckens and will cover the 
Texas market 





Quality 
Investments 
for 
Precision 





FERROUS 


@ FERROTEX £8 
@ FERROTEX $30 
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ED PRODI 


Lc / 


OR ANY SPECIFIC PART! 


or Specifications- 
ESTIMATES GIVEN 
WITHOUT 
OBLIGATION 


COMET METAL PRODUCTS CO., INC 
91-07 132nd St. Richmond Hill, N. Y. 


“Everything for Casting” 


Single Coat Investment 


Outer Investment For Ethy! 
Silicate Precoat 


NON-FERROUS 


CHEMITEX $2 


CRISTOBALITE 


Especially Formulated For Large Castings 


— JEWELERS — For Fine Castings 


. 
@ CHEMITEX $10 Excellent For All Castings 
e 
e 


CORVEST 


— Formulated Especially For Cores 


Write today for further information, specifications & prices. 


EXCLUSIVE DISTRIBUTORS FOR ‘“WHIP-MIX" 


CENTRIFUGAL CASTING SUPPLY CO. 
147"WEST 42nd STREET 


CORPORATION. 


° NEW YORK 36, N.Y. 
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HOME STUDY METALS 
COURSE 

The Metals Engineering Insti- 
tute, a division of the American 
Society for Metals, announces that 
the first in a series of 39 home- 
study and in-plant training 
courses is now available to both 
individuals and industry. 

“Elements of Metallurgy” be- 
gins with a study of the structure 
and properties of metals, discusses 
chemical reactions of metals, and 
pays special attention to smelt- 
ing, refractories, refining, and 
electrolytic processes. Physical as- 
pects of solidification, heat treat- 
ment, precipitation hardening, dif- 


fusion and surface treatments, and 
methods of testing round out this 
broad, basic, up-to-the-minute 
of interest to individuals 
and technical and administrative 
personnel 


course 


An instructor assigned to each 
individual, corrects papers, makes 
helpful comments, and forwards 
lessons according to a schedule 
set by the student himself. MEI 
guidance and special instructional 
assistance is also available to in- 
dustrial groups who wish to use 
the course as an in-plant or on- 
the-job training program. Framed 
certificates are awarded to those 
who successfully complete the 15- 





DIE CASTERS ... Here's Added Sauinge! 


D-M-E CAVITY SETS 


IN 6 NEW STANDARD SIZES 


Check these NEW 2¢7e4.. 

IN D-M-E No. 1 STEEL 

14’/8" x 23°7/s” 

16'/2"” x 23°/0" 

19"/2" x 23°/2” 
237/46" x 23°/2” 
23° /0" x 29"/2" 
237/4" x 35'/2" 


STANDARD PLATE THICKNESSES FROM ’/s" to 57/8” 


ALL PLATES GROUND FLAT and SQUARE 


Ready for your die layout and cavity inserts 


Precision Ground LEADER PINS and BUSHINGS 


For accurate alignment and longer wear 


Write Today for... 


D-M-E's 12 page Brochure giving 
Complete Prices and Specifications 


DETROIT MOLD ENGINEERING CO. 


6686 E. McNICHOLS ROAD — DETROIT 12, MICHIGAN — TWinbrook 1-1300 
Contact Your Nearest Branch FOR FASTER DELIVERIES! 











DME 





HILLSIDE, N. J. (WeaR NEWARK) 1217 CENTRAL AVE., ELIZABETH 5-350 


CHICAGO 51, ILLINOIS soo1 w. owision street, mANsFiELO 6-290) 
CLEVELAND 9, 0.-D-M-E CORP. soz srooxpank ao... SHADYSIDE 1-92 
| LOS ANGELES 7, CAL. 3700 soury MAIN STREET, ADAMS 3-82 
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lesson course. 

Drawing on the wide resources 
and contacts of the American So- 
ciety for Metals, Metals Engineer- 
ing Institute brings to this pro- 
gram some of the best available 
talent in the field. Editor for “Ele- 
ments of Metallurgy” is Ralph E 
Edelman, Chief Reactive Metals 
Section of Pitman-Dunn Labora- 
tories, Frankford Arsenal. Pre- 
vious to this position he has had 
experience as Senior Metallurgist, 
Wright Aeronautical Corporation; 
Staff Metallurgist at Los Alamos 
Scientific Laboratories; and as in- 
structor in Metallurgy Extension, 
Pennsylvania State University 

Associated with him are 

Mr. Paul R. Brucker, Metallur- 
gist, Crucible Steel Company of 
America 

Mr. Edward D. Hinkel, Jr., Met- 
allurgist, Carpenter Steel Com- 
pany 

Mi William McNeill, Electro- 
chemist, Frankford Arsenal 

Mr. Harry W. Antes, Metallur- 
gist, Frankford Arsenal 

Mr. Leonard Rubin, Research 
Assistant, Massachusetts Institute 
of Technology 

Mr. Robert Harris, Metallurgist, 
Pitman-Dunn Laboratories 

Mr. Ned Hehner, Metallurgist, 
National Lead Company 

Dr. Geoffrey E. Brock, Metal- 
lurgist, International Business Ma- 
chines Company 

Mr. S. Peter Nowak, Metallur- 


gist, General Electric Company 


TWO NEW WHALES 


The Investment Casting Insti- 
tute honored two men with its 
coveted “whale award” at its 
fifth annual meeting in Chicago. 

Vincent S. Lazzara, president 
of Casting Engineers of Chicago, 
was awarded the whale for his 
“devotion to the Institute since 
its inception”. Lazzara, who has 
served as treasurer, vice presi- 
dent and president of the group, 
also conceived the idea of the 
whale award several years ago. 

Also honored was Dr. Richard 
A. Flinn of the University of 
Michigan for his liaison work be- 
tween the Institute and the uni- 
versities in the dissemination of 
educational information on the 
investment casting process 

The award symbolizes a “whale 
of a job” done by the recipients, 
and to date, nine men have been 
so honored. 





CARBORUNDUM CO. 
COMBINES THREE 
DEPARTMENTS 

General Clinton F. Robinson 


President of The Carborundum 


Company, announced that the 
- Company's Stupakoff Division at 
Latrobe, Pa., Globar Div. at Ni- 


agara Falls, N. Y., and Refrac- 


| tories Division at Perth Amboy, 

N. J. will be integrated into one 

division, named the Refractories 

Division. All personnel, plants and 

activities, except the Stupalox 

sintered oxide cutting tool proj- 

ect formerly at the Stupakoff Di- 

vision will be combined in the 

newly established Refractories Di- 
vision 

ELECTROLYTIC AND Boyd M. Johnson, Vice Presi 

SPONGE IRON POWDERS dent of the Company, was named 


General Manager of the New Di YOUR BEST 


PREMIXED CU-NI-FE-POWDERS | vision. Robert A. Bat 


y r was ap 
+C+ LUBRICANT pointed Assistant General Man- SOURCE 


ager in Charge of Sales and A 
GROWTH CONTROLLED IRON POWDERS . = 





Leo-Wolf was made Assistant 
General Manager in Charge of 
Operations. Johnson, Barr and 


‘O- lo Ve > - rl re Cl 
10 STANDARD COMPACTING GRADES Leo-Wolf were formerly General 
Managers of the Refractories, 


HIGH DENSITY IRON POWDERS 


MODIFICATIONS Stupakoff and Globar Divisions 
TO FIT YOUR NEEDS respectively which are now 
merged into the new, more di- 
NICKEL AND MANGANESE POWDERS versified Refractories Division. 


WELDING ROD POWDERS 


CUTTING AND SCARFING POWDERS HI PURITY M ETALS | 


SPECIALIZED IRON OXIDES 


ELECTROLYTIC IRON CHIPS * BISMUTH 





FOR MELTING STOCK 


* CADMIUM 
Send for Technical Data * TIN 


and Working Sample * 


HIGHEST QUALITY 
FUSIBLE & EUTECTIC 
LOW MELTING ALLOYS 


* 
- @ by- ith PARA 
HIGH PURITY METALS a by-word with MOUNT 


i~<- Large castings, small castings, varied 


AT NO EXTRA COST shapes and sizes . . . thin walls, combining 


~ strength and rigidity . . . close tolerances 
P L A = T I G REFINERY: 2920 W. Cawoll Ave. | Shor stminate nsbtaing ene evens dav 


Chicago 12. Illinois routine at PARAMOUNT. 


METALS Phone: SAcramento 2-3300 eae ee tet ee ee 
Division Wniled Refining 


are available for your complete die casting 
National-U.S. 


| 
| requirements. 
— = 
Radiator Corporation and Smelling Co. | 
| 


@ REFINERS & PROCESSORS: 


S, , , , 
JOHNSTOWN, PA. nny ig gaa DROSSES 


V DIE CASTING COMPANY 


ST. JOSEPH 22, MICHIGAN 
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P.M.P.M.A. ON NATIONAL 
METALS COMMITTEES 

Two executives from the in- 
dustry that produces structural 
and bearing parts made of powde1 
metals are now officially repre- 
senting the technical committee 
of the Powder Metallurgy Parts 
Manufacturers Association on two 
other important groups 

To improve technical liaison for 
P.M.P.M.A., Harold F. Mitchel, 
chief engineer of U. S. Graphite 
Company, Saginaw, Mich., has 
been named to the powder metal 
products sub-committee of S.A.E 

Paul J. Failla, 


products man- 


ager for Johnson Bronze Com- 
pany, New Castle, Pa., is the offi- 
cial representative of the P.M.P.- 
M.A. technical committee on the 
A.S.T.M. Committee B-9. 


FORMATION OF GENERAL 
VACUUM CORPORATION 

W. G. Overacker of Winchester, 
Massachusetts, today 
the formation of General Vacuum 
Corporation, of which he 
dent. The new company is located 
at 400 Border Street, East Boston, 
Massachusetts. The plant has 25,- 
000 square feet of manufacturing 
and office space. 


announced 


is Presi- 





56 TONS 


Presses of unmatched versa- 
tility for draw, punch, trim, 
cut and assembly operations. 
23 Models — 16 to 150 ton 
cap. OBI Presses. Also Double 
Crank Gap and Straight Side 
Presses up to 250 ton cap 
Horn Press — 60 Ton 


j aoe 


JOHNSON 


ideally suited for 


DIE CAST 
TRIMMING 


Extra Wide Beds 

Extra Deep Throats 
Extra Large Ram Faces 
Extra Shut Heights 


Extra Large Openings 
Through Backs 


Pin Clutch or Air Clutch 
Flywheel or Back Geared 


DETAILED SPECIFICATIONS PHONE, WIRE OR 


WRITE FOR BULLETIN 


MACHINE 
and PRESS CORP. 


620 WEST INDIANA AVENUE + ELKHART, INDIANA 
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Other officers of the new com- 
pany are R. A. Knight, of Wen- 
ham, Treasurer, and D. J. Tobin, 
of Wellesley Hills, Vice President 

Mr. Overacker stated that the 
new company plans to 
trate its effort on 


development, 


concen- 
engineering, 
and sales 
and that arrangements have been 
made for Artisan Metal Products, 
Inc., of Waltham, to 


equipment to 


testing 


fabricate 
General’s design 
The new plans to con- 
initially on the inter- 


mediate sizes of special high vacu- 


company 
centrate 


as develop- 
ing an improved line of pilot-plant 
induction and are melting vacuum 
furnaces. Mr. Overacker, 
ly Sales Manager of NRC 
ment Corp., Newton, 
that the vacuum equipment mar- 
ket is growing 
of many of the 


um equipment as well 


former- 
Equip- 
points out 
beyond the scope 
yriented 
early pioneers in this field 

Mr. Tobin, who will head up 
the design and engineering 


research- 


group, 
pointed out that the unique frame- 
work of Vacuum Cor- 
poration will bring to the indus- 
try equipment manufactured to 
accepted industrial standards. Mr 
Tobin, 


gineering 


General 


of en- 
, stated that the 
should be able to 
provide improved delivery sched- 
ules, 


formerly in charge 
at NRC 
new company 


lower costs, and more per- 


sonal sales and technical services. 


STOKES APPOINTS 
GOEHRING MANAGER OF 
MANUFACTURING 


r 


Walter W. Goehring 


Walter W. Goehring has been 
appointed manager of the manu- 
facturing department of F. J. 
Stokes Corporation according to 
an announcement by F. J. Stokes, 
Jr., vice president. 

Mr. Goehring was formerly 
manager of manufacturing for the 
Can Division of Crown Cork & 
Seal Company, Inc., and before 
that was general factory manager 
of SKF Industries, Inc. 





COSTS GO DOWN! 


Production goes UP! 





with the Automatic 
DORSEY PISTON AND 
CYLINDER LUBRICATOR 


for aluminum — 
cold chamber 

die casting 

machines. . 


EASY TO 
INSTALL 
. 

REDUCE 
DOWN 
TIME 

* 
INCREASE 
CYCLES 
PER HOUR 


- 

REDUCE REJECTS 

a 

SAVE LUBRICANT 

« 

INCREASE PLUNGER AND 
CHAMBER LIFE 








NEW VICE PRESIDENT OF 
DU-WEL METAL PRODUCTS 


“ 


L. E. Capek 


Du-Wel Metal Products has 
elected L. E. Capek vic cesident 
and sales manager. Ted Bator, 
president, who previously acted 
as sales manager, will devote 
to administrative matters 

Mr. Capek has been associated 
with Du-Wel Metal Products since 
1952 and has acted in the capacity 
of general superintendent along 
with some sales work on specific 
limited accounts. Prior to his as- 
sociation with Du-Wel, Mr. Capek 
was general manager of Security 
Lock Nut Corporation and before 
that was in charge of quality con- 
trol at the Stewart Die Casting 
Division of Stewart-Warner. 


CLEARING MACHINE CORP. 
APPOINTS VICE PRESIDENT 


E. J. Baumrucker 


Ervin J. Baumrucker has been 
appointed Vice-President in 
Charge of Domestic Press Sales 
for Clearing Machine Corpora- 
tion, division of U. S. Industries, 
Inc. 

Mr. Baumrucker joined Clear- 
ing Machine Corporation at the 
start of his business career 21 
years ago. He has been with the 
company continuously, except 
during World War II when he 
served as a Lieutenant (Senior 
Grade) in the Navy 

He has worked in various de- 
partments of Clearing, including 
Accounting Cost Control, Sales 
Engineering, and Sales. 














These are only a few of the savings 
you make when the Dorsey Automatic 
Piston and Cylinder Lubricator is in- 
stalled on your aluminum cold chamber 
die casting machines. 


PRECISE LUBE CONTROL 


The Dorsey Automatic Lubricator per- 
mits precise control of the amount of 
lubricant used. The correct amount of 
lubricant being introduced at every 
cycle, eliminates the waste and mess of 
too much lubrication and prevents dam- 
age caused by too little lubrication. 
NOTHING TO GET OUT OF ORDER 
The design is efficient and extremely 
simple with nothing to get out of order 
and cause maintenance problems. Each 
stroke of the plunger activates the 
Dorsey Automatic Lubricator assuring 
full coverage of both the cold chamber 
and plunger. 


ACTUAL TESTS PROVE EFFICIENCY 
AND SAVINGS 

Leading die casting firms have proved 
in actual production use that the Dor- 
sey Automatic Lubricator reduces over- 
head and improves production. You, 
too will find the savings in lubricant, 
rejects, servicing and replacement plus 
increased production will repay the cost 
of installation many times over. 


Write NOW for 
literature, full details 
and prices .. . 


W ESTBROOK MFG. CO. 


P.O. Box 231—St. Joseph 2, Mich. 
For more information circle No. 127 








} 


Zinc and Aluminum 
Die Castings combined 
furnish a useful kitchen 
meat grinder. 


The zine die casting 
supplies weight and 
can be finished to paint 
or chrome. 


The aluminum die 
casting supplies the 
corrosive resistance 
with finish from dull to 
_ bright. 





* 


¥ DIE CASTING COMPANY Ain 


2220 NO.ELSTON AVE. CHICAGO 14, iLL 


ARE 90S 
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DATA IN ADS 


continued from page 58 


66. Zinc Die Casting—*Die Casting 
with Zinc Alloys”, is the title 
of a technical guide for plant 
managers and die castine ma- 
chine operators, available in 
quantities from Henning Bros. 
& Smith, Inc. 

Heavy Duty—de casting ma- 
chines. Information from Hy- 
draulic Press Mfg. Co., de- 
scribes automatic ladling de- 
sign features on the company’s 
line of heavy duty die casters 
Trim Presses—especially suit- 
able for removing flash from 


die castings are described in 
Bulletin 1958 from Johnson 
Machine & Press Corp. 

Die Casting Machines—Two 
new hydraulically operated die 
casting machines are described 
in a catalog. Kux Machine Co. 
Die Casting—Information on 
the facilities and services of 
Latrobe Die-Casting Co., from 
initial design to completed 
casting, is available. 

Die Casting Machines—Bulle- 
tin 101 from Lester-Phoenix, 
Inc., gives specifications and 
complete descriptions for the 
company’s line of die casting 
machines 





HARBISON-WALKER 


FRACTORIES . 


2. Harbison-Walker furnishes various mono 
lithic refractories for Electric Induction Fur 
nace linings 


a a 
vt ge 35, 
3. Cross-section of H-W Periklase 
magnesia) Crucible of te 
pacity. Electrodes are 
ings in the sides 


meet every 
melting furnace 
requirement 


AMONG the many kinds of 
refractories made by Harbison- 
Walker for all the different types 
of electric induction, arc and re- 
sistance furnaces and for the wide 
variety of metals, are some par- 
ticularly adapted for highly 
specialized requirements. 


H-W CORUNDUM is the 99+ 
Alumina preformed refractory 
used in linings of furnaces for 
melting pure aluminum, free from 
contaminants. 


H-W PERIKLASE melting cruci- 
bles are the accepted standard 
for many precision metal molding 
operations. 

We will be glad to provide 
complete data for these and other 
Harbison-Walker 
especially suited for melting fur- 


refractories, 


naces. 


HARBISON-WALKER REFRACTORIES COMPANY 
AND SUBSIDIARIES 


World's Most Complete Refractories Service 


GENERAL OFFICES 


PITTSBURGH 22, PENNSYLVANIA 
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83. Die Casting—!r formative liter- 


96. 


ature is available on special- 
ized designing for magnesium 
and aluminum die castings 
Litemetal Dicast, Inc 
Aluminum—Permanent Mold 
Castings. ‘‘Manufacturing 
Achievements in Molten Alu- 
minum” describes modern 
methods in mold designing, 
metallurgy and mass produc- 
tion operations. Monarch Alu- 
minum Mfg. Co 

Plast-lron Powders—Technical 
data on 10 standard compacting 
grades of iron powders is 
available from the Plastic Met- 
als Div., National-U.S. Radi- 
ator Corp 

Zinc Die Castings—is the title 
of an informative folder from 
The Ne Ww Jerse Vv Zink Co., de- 
scribing the complex shapes 
that can be achieved by this 
proce SS 

Brass Powder Parts—Detailed 
information on the design 
properties, production, and ap- 
plication of brass and other 
non-ferrous powder parts is 
available from The New Jersey 
Zin Co. 20 case histories are 
included 

Plaster Mold Castings—macde 
from brass, 


bronze, aluminun 


and berylli copper are dis- 
cussed i ‘ illustrated bro 
chure from Ohio Precision 
Castings, In 

Die Casting Facilities—A bro- 
chure prepared by the Para- 
mount Die Casting Co. de- 
scribes the company’s facilities 
for making specialized die 
castings 

Vacuum Feed—die casting ma- 
chines. Full information on the 
advantages of the “Vacucast” 
process for zine die castings 
is available from Reed-Pren- 
tice Corp 

Iron Powders—Booklet Adv- 
763, from Republic Steel Corp., 
contains information on_ test 
evaluations, chemical compo- 
sition, and physical properties 
for their line of powders with 
the controlled dimensional fac- 
tor process of manufacturing 
Cavity Blocks—Literature and 
prices are available on Master- 
Mold cavity blocks that cut die 
costs, reduce set up time, save 
storage space and make short 
runs profitable. Richards Tool 
& Mold Co 

Ladies & Skimmers—C omplete 
data and prices can be obtained 
from Spincraft, Inc., on their 
stainless steel ladles and skim- 
mers 

Powder Metal—presses featur- 
ing independent press adjust- 
ments and direct-reading cali- 
brations are presented in data 
from F. J. Stokes. 

Vacuum Equipment— Vacuum 
Metallizers that produce a 





bright metallic finish at lower contains valuable information “Phosphating Reference Chart’ 
cost than electroplating; and on cutting down, deburring, which gives the answer to any 
vacuum furnaces that enable descaling and burnishing paint adhesion problem 

special alloying under vacuum . New Design—Bulletin 1403 . Ferrous, Non-Ferrous Invest- 
as well as melting of metals sus- from Pangborn Corp. describes ments—lInformation, specifica- 
ceptable to oxidation in nor- design improvements on the tions and prices are available 
mal atmospheres, are described company’s “‘Hydro-Finish from Centrifugal Casting Sup- 
in literature from F. J. Stokes equipment ply Co. on six “Whip-Mix” in- 
Corp Sorrel Finishing—and mechan- vestments for ferrous and non- 
Melt Any Metal—A complete ical finishing processes are pre- ferrous casting , 7 

catalog is offered by the Stro- sented and illustrated in a new . For Precision Painting—A 20- 
man Furnace & Engineering technical data, folder from page book shows the different 
Co., describing Stroman’s line Roto-Finish, Inc types of spray masks offe red 
of furnaces for the melting of Paint Adhesion Problems—An by Wm. M. Fiore, Inc. The 


, informativ reference mz al book gi ase-study illustra- 
brass, bronze, aluminum, mag- Ive feren¢ anua 00k ves cast id istra 


nesium and grey iron 

Industrial Opportunities—D e - 
tails are available from the 
Tennessee Industrial & Agricul- 
tural Development Commission 
on the state of Tennessee as 


} 


from Turco Products, Inc. tells tions of their use in decorating 
the complete story of phosphat- plastics, stampings and die 
ing and includes a _ valuable castings 


being ideal for locating branch 
facilities 

Piston Lubricator—The Dorsey 
automatic piston and cylinder ,; 
lubricator for aluminum cold The 
chamber die casting machines 


is described in an_ illustrated 
folder from Westbrook Mfg, Co a “ FEDERAL 
Barrel Finishing—A 52-page 


ee ae 
barrel finishing engineering . . e +: $ 


handbook is available from 


Almco, Division of Queen Stove Pives Vou 


Works. Information is also 
available on the company’s 


complete line of finishers 


Contact Wheel—A new sec- it: 
tional rubber contact wheel o » wy 
that shapes itself to the work | | a 





piece is described in informa- 
tive literature from the Chica- | am Area—11'4" x 24” to 36 


go Rubber Co., Inc | ee. Shut Height—12%”" to 33 
Finish'ng Equipment—New low- , Throat Height—15” or 17 
er prices on tumble finishing 7 Bolster Area—36” x 28 
equipment are given on price , | | 


lists for 2 compartment ma- 


chines in sizes 48”, 36”, 32 
and 24”. Grav-i-Flo Corp : 
Trimming Presses—Bulletin - larger and more costly equip- 
142 tells why users are getting : ment! Boosts production on 
more pieces trimmed per hour big and bulky jobs! 

with Hannifin Corp., high- 
speed hydraulic trimming a Here's a press that will handle 


Eliminates the need for 


presses big, bulky jobs ordinarily re- 
Coatings—Technical data 
sheets describe coatings for 
chemical polishing and debur- 
ring of zinc die cast parts. A 
clear or yellow golden chro- 
mate finish for aluminum is \ and with better control. Only 


quiring larger, more expensive 
equipment. Equipped with 
foolproof air clutch, its speed 


is Inc reased many times, safely 


also described. Heatbath Corp ’ the finest components are 
Cleaning — and _ phosphating used in the “55”. Workman- 
metal surfaces for painting with 
Phosteem and other metal co oewe 

an etal con- No. 55 Flywheel type— is unexcelled. Flywheel or 
ditioning, rust removing and } 56-ton capacity 
phosphatizing products, for | Also available 
steel, aluminum, zinc cadium, No. 44—35-ton capacity 2 
etc. is described in Bulletin | No. 33—26-ton capacity dealer. Write for catalog. 
55-137. Neilson Chemical Co 
Centrifugal Dr yer—lllustrated FEDERAL PRESS COMPANY, 812 Division St., Elkhart, Ind. 
4-page folder describes the 
New Holland Machine Com- 


pany’s Kreider centrifugal dry- 
er which air-dries as it spin- 
dries 


Precision Barrel Finishing—is 
the title of a new booklet issued 
by Oakite Products, Inc. It 


ship, as in all Federal Presses, 





geared types. Mechanical 


clutch standard. Call your 


33 Years of Quality Construction 
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FERGUSON ELECTED 
DIRECTOR OF NATIONAL 
RESEARCH 


Hugh S. Ferguson has been 
elected to the Board of Directors 
of National Research Corporation 
according to an announcement by 
Richard S. Morse, President. 

Commenting on the new ap- 
pointment Mr. Morse said, “We 
are pleased to welcome Mr. Fer- 
guson to the National Research 
Board; his broad experience in 
the chemical industry will be par- 
ticularly valuable in guiding Na- 
tional’s future programs in the 
chemical and metallurgical fields. 


MARTIN NAMED 
VICE PRESIDENT, 
SAMUEL GREENFIELD CO. 


The appointment of Arnold J. 
Martin as Vice President of the 
Samuel Greenfield Co., Inc., 
smelters and refiners, was an- 
nounced yesterday by Mr. Sam- 
uel Greenfield, president. Mr. 
Martin has been associated with 
the Greenfield Company since 
1946 and has been manager of 
sales and advertising for the past 
three years. Prior to 1946, he was 
associated with the Linde Com- 
pany, serving with them on the 
Manhattan Project of the A.E.C. 





MOW ESPECIALLY DESIGNED FOR 
ADDED SAVINGS TO DIE CASTERS! 


D-M-E STANDARD Water-Cooled SPRUE BUSHING 


@ Nitrided for Longer Wear 
Large Capacity Cooling Jacket 


Available From Stock 


a 
@ Ground, Nitrided and Polished Seat 
= 
= 


Priced at $25.00 Each 


STANDARD Water-Cooled SPRUE SPREADERS 


@ Nitrided for Longer Wear 
@ Straight or Tapered Body 


Uniform Center Cooling for Fast 


Cycles 


High Quality Air-Hardening Steel 


Available From Stock 
Priced at $16.00 Each 


D-M-E STANDARD TAPERED CUTTER for Sprue Spreaders 


@ Solid Carbide Cutting Edges — Rigid One-Piece Design 
@ Specially Designed for Standard Sprue Spreaders 


e@ Available 
From 
Stock 


@ Priced at $28.00 Each 


Call or write TODAY . 


. For Complete Specification Sheet! 


DETROIT MOLD ENGINEERING CO. 


6686 E. McNICHOLS ROAD — DETROIT 12, MICHIGAN — TWinbrook 1-1300 
Contact Your Nearest Branch FOR FASTER DELIVERIES! 





eae 


Be 


 WULLSIDE, N. J. (wean wewarn) 1217 CENTRAL AVE., ELIZABETH 9-5040 


BO 51, ILLINOIS soo: w. oivision stREET, coLumBus 1-7855 
CLEVELAND 9, 0.-D-M-E CORP. soz srooxpanx ao., snapysine 1-9202 
JOS ANGELES 7, CAL. svo0 soury mam street, ADAMS 3-214 
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KOLCAST INSTALLING 
VACUUM MELTING FURNACE 


The world’s largest induction 
vacuum melting furnace is in the 
final stages of installation at the 
Minerva, Ohio works of Kolcast 
Industries, Inc., affiliate of 
Thompson Products, Inc. 

Reason for construction of the 
new furnace is to provide large 
vacuum melted investment cast- 
ings by the unique Kolcast mold- 
ing process for the jet engine, 
electronic, guided missile, atomic 
energy and precision parts indus- 
tries. Capacity of the new fur- 
nace will be 350 lbs. It will be 
used to manufacture an unlim- 
ited variety of castings in sizes 
up to 45 inches 

The present Kolcast furnace, 
believed to be the largest induc- 
tion vacuum melting furnace cur- 
rently in operation, is capable of 
producing 200,000 lbs. per month. 
Kolcast is now pouring 2400 Ib. 
ingots of such vacuum-melted 
super alloys as Waspalloy, M-308, 
Rene 41, MT-252 and GMR-235 
A third furnace is planned for 
installation early in 1958. Current 
applications for vacuum-melted 
stock, plus new applications that 
are being uncovered daily, will 
keep the Kolcast furnaces run- 
ning at capacity throughout next 
year. 

Conversion of Kolcast ingots to 
billet, bar, slab and other mill 
products is being handled by 
Firth Sterling, Inc. Firth Ster- 
ling’s conversion capacity will 
be kept adequate to process all 
of Kolcast’s production in addi- 
tion to its regular high tempera- 
ture alloy and tool steel products 


HOLLAND NEW MANAGER 
OF NATIONAL PRECISION 
CASTING 


Paul C. Holland has been ap- 
pointed general manager of Na- 
tional Precision Casting Corpora- 
tion, a subsidiary of The Beryl- 
lium Corporation. Mr. Holland 
previously held the position of 
product manager with The Beryl- 
lium Corporation. 

National Casting 
Corporation, producers of both 
ferrous and non-ferrous precision 
castings, recently moved into a 
new 27,000 square feet plant lo- 
cated near Paoli, Pa. The move 
was part of a half million dollar 
modernization program to make 
National Precision one of the 
largest integrated precision cast- 
ing firms under one roof in the 
United States. 


Precision 
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Sew CIO Cit lage | NEW IRON POWDER PLANT 


Construction of a new plant | 
Fast Hydraulic for the production of iron pow- Introducing 


der will be undertaken shortly 
TRIMPRESS by the Alan Wood Steel os 
: pany. 
to Exactly Fit Your Needs! Harleston R. Wood, President, 
stated that the new plant will 


have a considerably larger ca- 


pacity than the plant authorized 
originally by the Company’s 
Board of Directors. The new 
plant will cost approximately 


$3,600,000 compared with $2,235,- | 


000 in the original appropriation 

and will have a capacity of 50 

tons per day of iron powder. O 
The enlarged plant will be lo- | 


cated at Ivy Rock, Pa., adjacent 
a All mesh sizes 
to Alan Wood’s open hearth de- "i 1 Al 
partment where the Company STABLE IN AIR 
can supply the new plant’s hy- © Compacts easily. 
drogen requirements from _ its 
own coke oven gas. National Cyl- 
inder Gas Company has agreed 


Catalytically active (large 
surface area/unit weight) 


to construct a new oxygen pro- | We will be glad to send you a reprint 

ducing plant in the vicinity which 

will supply the oxygen required , % 

in the manufacture of iron pow- | fitanium Powder” as it appeared in the 

der | December issue of this publication. 
Mr. Wood stated that the raw 


material to be used for the pro- | UNITED INTERNATIONAL 


duction of.iron powder will be 
ore from the Company’s Scrub RESEARCH, Inc, 


Oak Mine at Dover, New Jersey. | 3.15 30TH sr. 


of the article “Introducing Commercial 





. LONG ISLAND CITY, WN. Y. 








is yours when you specify 


DIE CASTINGS by MILWAUKEE 





Yes. the folks at Milwaukee have learned a lot in these many years of 
continuous service to industry in the design and production of die 
cast components for all kinds of products. When you come to Milwau- 
kee for your die castings, their experience is yours at no extra cost. 
Backed by the facilities of its modern plant, Milwaukee offers you 
4 Complete Die Casting Service to help you realize more fully than 
Typical operations include: e——<@ ever, all of the benefits of the die casting process. 

Staking, Swaging, Stamping, pitwevhes 

Shearing, Blanking, Trimming, eperaie ender 

Forming and Drawing ! Zinc Plan of the 


American Die 
Write, Wire, Phone for Details ! Casting Institute. 


BausenbacHydraulics LWAUKEE DIE CASTING COMPANY 


, 4146 N. HOLTON STREET+ MILWAUKEE 12, WISCONSIN 
Buffalo Metal Container Corp. Seochitceed 1900 
35 Roetzer St., Buffalo 16, N.Y. 
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POWDER METALLURGY 
CLINIC AT PRESMET 

Marketing a new precedent in 
the powder metallurgy industry, 
Worcester’s Presmet Corp. held 
“open house” to the nation’s 
powder metallurgists today. Some 
50 metallurgists toured Presmet’s 
powder metallurgy processing fa- 
cilities as well as those of Mas- 
sachusetts Steel Treating Co. 
where many of Presmet’s metal 
powder parts are being heat 
treated. 

George Roberts, vice president 
of Vanadium-Alloys Steel Co. and 
president of MPA and Kempton 


H. Roll, executive secretary of 
MPA, both present to open the 
conference, heralded this event 
as the beginning of a new era of 
technical exchange in what had 
heretofore been an industry 
noted for its trade secrecy. 
Among those making the plant 
tour and participating in a spe- 
cial technical conference which 
took place later were represent- 
atives from International Busi- 
ness Machines Corp., Ford Motor 
Co., Amplex Div. of Chrysler 
Corp., Yale & Towne Mfg. Co., 
Lionel Corp., A. C. Gilbert Co., 


Pitney-Bowes, Inc., National Cash 





westom New York's 
most modern 
completely equipped 


Product design, 
engineering, die building  ° ‘*&Y/S'ON 
aartion! / ELECTRICAL APPLIANCES 
unclioning asafeam | a omorive 
under one roof 


/ OFFICE EQUIPMENT 
fo serve varied industries  / BU/LOERS HARDWARE 
suchas... 


J RADIO 


/ FURNITURE 
TELEPHONE 


Falconer Metal Specialties, in its 
modern spacious plant, offers the 
highest quality products to users of 

die castings. Its facilities include: 
high pressure machinery for zinc and 
aluminum, automation for high 
speed production runs, and specially 
RESEARCH built finishing and plating equipment. 


PARTICIPANT 


FALCONER METAL SPECIALTIES CO. 
WINCHESTER RD., LAKEWOOD, N. Y. 
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Register Co., Underwood Co., 
Remington Arms, Mueller Brass 
Co., and others totaling 27 differ- 
ent companies all making metal 
parts by the comparatively new 
powder metallurgy process mak- 
ing solid metal items by pressing 
and sintering metal powders 


MILLER JOINS NATIONAL 
PRECISION CASTING CORP. 


W.C. Miller 


William C. Miller formerly of 
Dayton, Ohio has been appointed 
sales manager of National Pre- 
cision Casting Corporation, com- 
pany officials announced today. A 
producer of both ferrous and non 
ferrous precision castings, the 
firm recently moved into a new 
27,000 sq. ft. plant located neat 


Paoli, Pa 


CONFORMING MATRIX 
TECHNICAL CLINICS 


A series of technical clinics 
emphasizing spray decorating 
techniques and new developments 
in automatic spray painting ma- 
chines will be held in five key 
cities during January, February 
and March. The clinics will be 
sponsored by Conforming Matrix 
Corp. The schedule is: 

Hotel Hollenden, 
Cleveland 

Hotel Van Cleve, 
Dayton 

Hotel Claypool, 
Indianapolis 
February 27 Hotel Biltmore, 
New York 
Hotel Statler, 
Hartford, Conn. 

The clinics will include indus- 
trial films which show the proper 
use of spray guns, the care and 
maintenance of spray equipment, 
advantages of masking techniques 
and types of spray painting ma- 
chines. 


January 9 
January 23 


February 6 


March 7 
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AND MOLD 
CORPORATION 





DESIGNERS & 
MACHINE ON smact work? | | FABRICATORS 


Write today for engineering data and prices 
on our line of small die casting machines. Ask 


for Bulletin P 10. 


ABC DIE CASTING MACHINE CoO. 
400 EAST 142nd ST. DOLTON, ILL. 
(Chicago Suburb) 

















QUALITY 
papodie, wih tam 7 MOLDS 


effort for the Spincraft 
operator . . . STAINLESS STEEL ladle for the 


for non-ferrous metal pouring 


LIGHT * TOUGH * LONGER-LASTING! DIE CASTING 


If you pour non-ferrous alloys, Spincraft ladles will save you 


replacement costs and make the job much easier. Designed 
to reduce operator fatigue by their lightness, balance and 
non-spill shape, they resist burning-through as only stainless 


steel with its high critical melting point can do Spincraft ladles 
come in 23 sizes, from !, Ib. to 30 Ib. molten metal capacity 


75% lighter than cast iron ® Can be used for zinc and pa 
ladies other metals without coating 
Amazingly long life Whack proof’ handle arc- 
Shot-blasted for coating welded to reinforced cup edge 
adhesion Built to last longer, work 


Deep conical form makes lighter. Let your operator use 
one, then try to take it 


Complete designing 


and engineering. 
pouring easier, minimizes 
spillage away from him! 


Also... Spincraft STAINLESS STEEL Skimmer 


A skimmer that really skims! Shallow 
radius skims surface impurities instead of 
ladling as deeper-cupped skimmers do. Cor 
rect size holes prevent clogging Short han 
dle stubs fit common pipe and permit at 
tachment of length and type handle you want 


Modern plant & 
equipment 
includes BG-21 4’ x 6' & 


BL-3620 Keller Duplicators. 





[nen eee ee enna n= 


IN FOUR DIAMETERS. 6 inch 8 


ch Also available in mild steel 
—n wines aan a 5005 West Armitage Ave. 
4138-A West State Street Chicago 39, ill. 
OnrPpoRaTeod Milwaukee, Wis., Division 2-0730 BErkshire 7-0800 
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HEAT CONTROL 


continued from page 47 


to the die surface, and the speed 
of production will suffer. 


The temperature of the die is 
controlled mainly by using in- 
ternal water cooling in the sec- 
tions where heat is concentrated. 
Around the gate areas of the die 
much water cooling is required. 

In some large dies which run 
slowly, or in complex dies which 
have a long casting cycle, it may 
be necessary to heat some sec- 
tions of the die to keep them at 


working temperature. 

The actual control of the die 
temperature in practice is left to 
the casting machine operator. It is 
a balance between the heat input, 
as determined by the rate of pro- 
duction and the size of the cast- 
ing, and the ability of the cooling 
system of the die to remove heat. 

With fast running dies and 
heavy castings the pressure is on 
the cooling system to keep the 
die cool. With slow running and 
difficult dies the pressure is on 
the operator to speed up the cast- 
ing rate and keep the die hot. 

For measuring the die surface 





Up to 30% more aluminum is used in 
today’s new-car rush for superiority in design 


and quality. Alloys & Chemicals is proud of the 


part AC aluminum alloys play in the 
automotive industry . . . alloys that place 
the “A€cent on quality”! 

That’s why today more foundries and 
die casters rely on AC quality ingots 
to produce quality products. 


We suggest you try a sample order and learn 


first hand why our motto stresses 
“service behind the ingot”. 


Samad 

r=) 
3 # 
(et 


id 


ALUMINUM CASTING A Y xIDI AT 
MANUFACTURERS OF / iG ALLOYS; DEOXIDIZERS IN GRANULATED, 
SHOT, SHAPES AND NOTCHED BAR FORMS. 


ALLOYS & CHEMICALS 


MANUFACTURING COMPANY, INCORPORATED 
4365 Bradley Road, Cleveland 9, Ohio / Telephone: ONtario 1-8600 
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temperature a highly specialized 
group of transducers and instru- 
ments have been developed. All 
work on the radiant heat principle 
to read the average temperature 
of an area of the die surface 


These depend upon the distance 
of the pickup from the surface 
and the included angle of focus 
of the transducer. The best of 
these instruments, a Radiation 
Bolometer Recorder, will focus on 
a spot two inches in diameter 
from a three foot distance to 
give a visual record of the tem- 
perature in less than one second 


This bolometer is portable and 
can be moved to any die casting 
machine to record the surface 
temperature of the die during op- 
eration. It is used in the tryout 
of dies to establish the ideal heat 
balance conditions. 


This instrument is an aid to de- 
tecting overheated areas in the 
die and to improve the water cool- 
ing system. The bolometer chart 
in figure 4, shows the actual 
temperature recording of a die. 


During production, the temper- 
ature conditions in the dies are 
checked frequently by the use 
of contact pyrometers. Tempil- 
stiks, or pocket radiation pyrom- 
eters. A pocket radiation pyrom- 
eter looks like a light meter. It 
works quite well and gives a 
fast, reliable reading. 


These instruments were de- 
veloped for this work because of 
the difficulty of measuring die 
temperatures with built-in ther- 
mocouples. The low thermal con- 
ductivity of die steel coupled with 
the thermal shock of injection 
causes big temperature variations 
through the die and casting cycle. 

Thermocouples located in stra- 
tegic places of the die, as shown 
in figure 2, indicate only a rela- 
tive temperature of a certain area 
of the die. Since each movable 
part of a die would have to have 
its own built-in thermocouple to 
insure proper recording, this is 
usually too expensive. 

Only on unusually large dies 
where temperature differences 
have a more serious affect on 
quality and casting dimensions, 
are built-in thermocouples used. 
Figure 3 shows the relatively ex- 
pensive temperature control and 
recording instrumentation for our 
largest die casting machine when 
producing engine blocks. 

Even in these dies with built-in 
thermocouples the actual control 





HEAT CONTROL 


continued from page 130 

of the recorded temperature of 
the die segments is established 
by manual adjustment of the cool- 
ing water flow 

The manual adjustment works 
fairly well when the die is in uni- 
form operating conditions. It is 
not satisfactory during the start- 
ing time and during interruptions 
When the heat input of the molten 
metal is suddenly stopped the die 
cools off fast, even if the cooling 
water is turned off by the oper- 
ator of the machine 

This heat loss during non-op- 
erating periods is partly compen- 
sated by heating the die halves 
externally with soft flame torches, 
not a dependable method 

Many attempts have been made 
in the past to develop a complete- 
ly automatic temperature control 
system. By regulating the flow of 
cooling water with the aid of a 
thermostat, or by providing a heat 
exchanger. 

A heat exchanger heats the die 
during interruptions and cools it 
in production, the temperature 
may be automatically controlled 
at the optimum level and such 
provisions have been made on a 
few test dies 

For large dies and intricate im- 
pression blocks with their many 
water passages this automatic 
temperature control would be ex- 
tremely complicated and has not 
yet been used in production dies 


CONCLUSION 


Temperature control is abso- 
lutely necessary in every phase 
of the die casting cycle. The de- 
velopment of accurate tempera- 
ture control instruments has con- 
tributed to the improvements in 
die castings. More uniform quality 
and production have been 
achieved by closely controlling 
the heat exchange and heat bal- 
ance in the die casting die. 

More progress towards better 
die castings and more economical 
operations can be accomplished if 
inexpensive automatic tempera- 
ture control systems can be de- 
veloped to replace the inaccurate 
manual adjustment. 

The die casting process is a 
very sensitive and complex heat 
balance. Further improvements of 
the die casting quality and a total 
automation of the die casting 
process will depend largely on 
the development of better and less 
expensive automatic temperature 
control methods for the die cast- 
ing cycle. 
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Telephone: MUrray Hill 2-4680 * Cable Address: INDUSSA * NEW YORK »* Telex: N.Y. 455 





Sellers of 


“Metalkat” Brand | 


Electrolytric Zinc 


SPECIAL HIGH GRADE 99.995% 


NDUSSA CORPORATION 


LEAD + CADMIUM coal RESIDUES tt z 
NON-FERROUS METALS 


FIFTH AVENUE - NEW YORK 17, N.Y. 

















> permanent mold castings 
»> die castings 


Military 


Specifications 


Intricate 


Design 


fe \ \ Consult Us 
On Your 


JET AIRCRAFT 
GUN SUPPORT 


Requirements 


EASTERN CASTING CORP. DIVISION 


THE EASTERN MALLEABLE IRON CO. 
64 South William Street, Newburgh, New York 
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SINTERINGS 


Fiber Metallursy—A New Process 


_ HERE is a new technology 
using metal fibers rather 
than powders, and recent devel- 
opments indicate the process may 
be the answer to a pressing need 
for complex porous shapes which 
maintain their strength, ductility 
and porosity. 

Raw material for metal- 
lurgy parts is wire in fiber or 
filament form, produced by a 
wire cutting or 
which yields fairly 
strands of metal. 


fiber 


shaviug process 


continuous 


In the operation, a suspension 
or slurry of the metal fiber is in 
contact with a mold or 
die, subjected to vacuum. The 
liquid is drawn away from the 
mold, leaving the mat of fiber on 
the surface. This surface can be 
quite complex and intricate 

Physical property 
are obtained by controlling fiber 
length, diameter, kinking, surface 
roughness and porosity. Greater 
strength in a predetermined di- 


porous 


variations 


rection can be achieved by pre- 
ferred orientation of the fibers. 

For high density parts, the 
felted material can be processed 
through either 
single or multiple steps. As sheet, 


rolls or dies in 
it can be processed continuously. 

Metallurgists sought to develop 
aimed at 
making cylindrical and convolut- 
ed filter from metal 
fibers and metal fiber-metal pow- 
der combinations 


processing procedures 


elements 


Fiber-resin mixtures suitable to 
several potential fabrication meth- 
ods were felt- 
have 
Proc- 


out for 


rather than 
they 
of shape 
worked 
powder-resin 


used, 
ing methods, 
more flexibility 


since 
esses already 


metal mixes were 
a logical starting point. 

Among the several methods of 
fabrication investigated 


compression or 


were. 
injection mold- 
ing, extrusion of fibers, extrusion 
of fibers and powders, vibration 
of fibers into a mold followed by 


and 
vibration of fibers and powders 


vacuum injection of resins, 
into a mold by vacuum injection 
of resins to obtain the shapes 
In the 
mercially available fiber wools of 
bronze, SAE430 
and aluminum were used 


processing tests, com- 


iron, stainless 
vibration 
filling of 
best 


A process involving 


of fibers and vacuum 


resin was found. to be 

The process 
is to fill a tubular die with fibers, 
then vibrate, add a thermoplastic 
heat. The resin-fiber 
mixture is pulled through the die 
by vacuum 


basic idea of this 


resin and 
The mixture is then 
cooled, the die opened and the 
part removed 

Sintering of the mixture is done 


in a hydrogen atmosphere fur- 
The resin is volatilized and 
driven off the sintering 
temperature of the metal fibers; 


the fibers 


nace 
below 
then 


are sintered at 


a prescribed temperature and 


time, yielding a porous filter 





GET DOLLAR AND SENSE VALUES WITH 


CHICAGO WHITE METAL 


ZINC OR ALUMINUM DIE CASTING 


Adequate facilities and plant space have made 
us successful as custom die casters. 


Most important is the diversified die casting ex- 


perience and knowledge we have acquired from many 


years of service. 


This experience pays you extra dividends in ultimate 
economy and continuous satisfactory service. 
Ask for Design Pointers booklet, at no charge. 


NAtional 2-4040 


Chicago White Metal Casting Inc. 


5239 W: GRAND AVE., CHICAGO 39, 


Senpereme TODAY OR 
_ ANYDAY 
Coaper ener 
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Standardized 


PEERLES 








PEERLESS 
LAME-A-LOY’’® 
ONS and RACKS 


E CASTING & PERMANENT MOLDS 


iil 


; 


To Mate and Interchange With Each 


Other For Longer Wear At Less Cost. 


We Welcome Your Inquiries 


S GEAR & MACHINE CO. 


140 E. WAYNE STREET 
DUNKIRK, OHIO 
TEL. 3101 
Precision Products 


Since 1921 
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NEW PRODUCTS— 


continued from page | 12 


Cam Milling DRILLING MACHINE 
and Contour ... has 10” overhang SMOKELESS 
Machining 


Eminated | 








FOR ALL 
METAL MELTING 
INDUSTRIES 4 


Model 1F High Speed Sensi- 
tive Drilling Machine combines 
a large 10” overhang with the 


INVESTMENT 
CASTING 
Proves the Point 


same features of smaller over- = -- 


hang machines. This provides 


greater adaptability and makes | CUSTOM-TAILORED 


bigger job application possible 


Machines of from one to six} FOR EVERY ALLOY! 


spindles, with speed ranges from 
625 to 10,000 RPM make it par-| Packaged for your conven- 
ticularly adaptable in the high ience 5 & 10 pounds, upon 
speed sensitive drilling of parts 
and assemblies request. 
Manufactured by Edlund Ma- | 
ALUCO FLUXES. 


j chinery Co., the machine is avail- 


PART Cam for Aircraft Instrument 
MATERIAL: Stainless Steel, 440 


PROBLEM: To reduce time and cost 
involved in setting up and perform 
ing 8 different types of machining 
operations 


SOLUTION An EPCO Investment 
Casting Completely dispensed with 


able in pedestal or bench models Specially designed for casting alu- 
and in various combinations of | minum alloys. Reduces oxidation, 
from one to six spindles gives sound castings, eres Han 
Circle No. 225 on Reader Service Card metallic inclusions. 


Exothermic aluminum flux. Success- 

fully reduces dross from aluminum 
Telesight is the name of an sweating. 

optically correct visual aid for 


eyestrain protection. Distributed DEGASIFIERS & GRAIN 
by William Dixon, Inc., the aid REFINERS 


is available in hook-on style for available. (If desired, briquetted) 


regular eyeglasses, full frame for 
insertion of prescription lenses ZINCOREX NSL and 
and half frame for persons who 

E others. 

All styles furnished in 14”, 11”, Zinc fluxes. Practically smokeless. 
9” and 7” focal range have a dual Separates metal from dross. Leaves 
hinge movement which permits no metallic inclusions in dross. 
flipping up for normal vision and 


ENGINEERED © | 102% wp for normal vi 
pping down for magnified 
[PRECISION CASTING "7 Circle No. 223 on Reader Service Card 


HIGHWAY £79 


i ——_, THESE TWO NEW 
MATAWAN, N. J. MACHINE VISES A T L A N T | C 
. . . incorporate two speeds 
L [fa- ; Wo precision machine vises in- | (AACE ALLL TOC 


Cut-off 5. Form Milling 
Turning O.D 6. Contour 
Center Hole Milling 
Drilling 7. Slot Milling 


4. Form Turning = 8. Cam Milling has modern design 


Leaving only cam polishing, bottom 


grinding and hole reaming 


CONCLUSION Intricate Machine 
Parts by redesigning to EPCO In 
vestment Casting tolerances can be 
made to give better performance 
at far less cost 


Send us drawings, samples and 
specification of parts for detailed 
process analysis and cost quota- 
tion without cost or obligation 


do not use ey eglasses 


Write for technical literature. 


corporating two-speed closing and 1921 - 27 N. Kenmore Ave. * Chicago 14, Ill 

gripping traverse with open-jaw Phone: BUckingham 1-6915 
Continued on next page 
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TROU 


for 


+55 YEARS 


have combined the experience of 
the past with the vision of the fu- 
ture. We are one of the oldest die 


casting companies in the Mid-West. 


NEW PRODUCTS—cont. 
capacities up to 12” x 12%” have 
been announced. The units are 
available in five sizes with open- 
jaw capacities ranging from 2” to 
1244”. All Hylo models feature a 
compact differential feed mechan- 
ism that permits a tremendous in- 
crease in gripping torque without 
sacrificing speed of traverse. 

An unusual feature of the 6”, 
8” and 12” models, announced by 
Redbow Precision Tool Co., is 
the open-jaw capacity equal to 
the width of the jaws. 

Circle No. 239 on Reader Service Card 


DIAMOND WHEEL DRESSING 
. . . time cut by new method 
Rubberized abrasive blocks will 


PNEUMATIC GRINDER 


. . . features power, 
lightweight construction 


The 1500 Series grinders have 
been announced by Cleco Air 
Tool Div., Reed Roller Bit Co. 
These pneumatic hand tools are 
designed for use in a variety of 
metal grinding, sanding and wire- 
brushing operations. Low main- 
tenance, long life, simplicity of 
overhaul and lightweight con- 
struction are featured. 

A lever-type thumb-tip throttle 
provides effortless control of the 
tool without changing grip, and 
a special muffler handle serves as 
an air exhaust 
Circle No. 241 on Reader Service Card 


do a quicker and more thorough 
job of removing smear metal and 
clogging in diamond wheels than 
previous methods. This discovery 
was made by the Cratex Mfg. Co. 
Rubberized abrasives do not 
knock the diamond particles loose 
from their metal bond as dressing or power lift or fork truck. The 
blocks and other wheel dressers unit can be tiered with a portable 
do. With the new method, the elevator, high lift or fork truck. 
diamond wheel is restored to its Manufactured by the Palmer- 
free cutting action quickly and Shile Co., the unit has inside di- 
easily, and the life of this expen- mensions of: length 36”, width 
sive item is lengthened. 36”, and depth 24” 
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DESIGNED & BULT BY: 


STEEL STORAGE BIN 
. . . for die castings 


ZINC 
ALUMINUM 


We can give you precisely what 


This all-steel storage bin, stack- 
ing type, has a four-way entrance, 
and is designed for use with hand 


you want when you want it. 


INQUIRIES INVITED! 





11123 W. Burleigh St., Milwaukee 10, Wisconsin 

















for accurate 
temperature 
indication 


“DILLON§ 
screw-in thefmometers!' sg 


low cost many uses || boilers ; 
kettles —_— : y ; 
stacks ¢ 15 Full Time Design Engineers 


© 45 Skilled Die Makers 
3 Dimensional Duplicators to 30” x 60” 


Hydrotels and Pantographs 
Rotary Head Mills 
DeVleig Jig Mill 


For Complete Facilities List and Further Informa- 


tion “ Al 1 1A ’ , E | 
Special Products Division, Inc. 


se 


Simple construction makes Dillon stainless 
steel DIAL THERMOMETERS both low in 
cost and easy to use. Combe screwed into 
equipment or floated on liquids. May be pipes 
inserted directly into malten lead. DIALS f 
ARE EASY TO READ EVEN FROM A DIS- refrigerators 
TANCE. (1”, 238”, 3” and 5” diameters.) vats 

All popular F. and C. ranges PLUS spe- 
cial ranges to order. Stems from 2'2” to ovens 
72”. Pressure-proof for over 3476 P.S.1. 
Moisture sealed. Overload protected ducts, ete. 
Guaranteed Accurate. 


liberal quantity discounts 
Write for your free copy of 
bulletin No. 5. Gives com- 
plete engineering data.and 
price information. 


W. C. DILLON & CO., INC. 


14598AB Keswick St., Van Nuys 41, California 
(Suburb of Los Angeles) 
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1300 Mt. Read Blvd. Rochester 6, N.Y. 
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TUMBLING BARRELS 


. . » have new “no-seam" 
vinyl plastic lining 
Visibility, ease of cleaning and 
long wearing qualities are im- 
proved with new orange-colored 
vinyl plastic lined tumbling bar- 
rels. Made by the Rampe Mfg 
Co., the resilient linings feature sec. A new 


a special “no-seam” application 
and provide a_ smooth, light-re- 
flecting surface for cleaning and 
inspection. These new linings are 
highly resistant to wear and abra- 
sion, oils and most chemicals 
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MECHANICALLY AGITATED 
CLEANING MACHINES 


. . « for batch cleaning 


A new line of mechanically agi- 
tated cleaning machines has been 
announced by the Magnus Chem- 
ical Co., Inc. The “Magnus Miji- , 
Lif” has been designed for batch a ~ 
cleaning of all types of metal, 
glass and plastic parts in solv- 
ents, mild acids, and alkalis. Up 
to 75 pounds of work can be 
cleaned at a time. The unit is op- The tanks, 
erated by compressed air. The 
machine can also be used to ap- 
ply coatings to metal parts. 
Circle No. 244 on Reader Service Card 


PROCESSING TANKS 
. .. designed for economy 
New 5-gallon and 8-gallon Soni- 
tanks have been 
economical ultrasonic processing 
The tanks feature extremely high 
ultrasonic efficiency operating at 
a resonant frequency of 20 KCS 
method of attach- 
ing the reinforced transducer ele- 


ments by riveting, 
treme ruggedness and greatly in- 
creased efficiency in the conver- 
sion of ultrasonic energy 

manufactured by 
General Ultrasonics Co., fill a 
need for low cost, high intensity 
ultrasonic applications in clean- 
ing, degreasing, pickling and elec- 


troplating of metals 
Circle No. 245 on Reader Service Card 


NEW SLURIATOR KIT 


. « « prevents solid packing 
of abrasive 
The new Sluriator solves the 


introduced fo1 


problem of keeping fine abrasives 
thoroughly slurried in water for 
die and mold cleaning, deburring, 
maintenance cleaning, etc 
Developed by Pangborn Cor- 
poration, the new unit eliminates 
the need for a mechanical pump 
and auxiliary equipment and can 
be adapted to conical-bottom 
tanks by means of a_ conversion 
kit. The unit consists of a 4” diam- 
eter compressed air distributor 
set between two heavy gage wearl- 
plates 
These fittings are installed at the 
base of the sloping side walls so 
that the agitating air strongly 
sweeps the tank bottom as well 
as spirals through the body of the 
liquid to provide rapid and thor- 
ough agitation of the slurry 


resistant alloy circular 


results in ex- 


The only equipment required to 
supply the new unit is a take-off 
from the regular 80 to 90-lb. com- 
pressed air line necessary to op- 
erate the nozzle, and a_ needle 
valve to regulate the air flow. 
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“wns 


yet easy 
to unscrew Bs 


when 
Vi slatashi-te Malia) 


Wherever threaded connections and screwed fittings 
are subject to prolonged exposure to extreme tempera- 
tures—up to 1200°F.—a little Thred-Gard saves a 
lot on maintenance costs: time, labor, thread stripping 
and replacement of fittings. 

Thred-Gard eliminates seizing and galling, protects 
threaded surfaces, reduces wrench torque and allows 
plugs and bolts to be re-used many times over. 

It permits fittings to be drawn to a greater 
degree of tightness, yet provides a permanent 
lubricant that assists dis-assembly. 
Order a trial can today. 
Request free sample and literature. 


AT re ee, 
Oe 4 pa f ah > 


MECHANICAL PACKIN A a 


CRANE PACKING COMPANY 
6473 OAKTON STREET, MORTON GROVE, ILLINOIS (Chicago Suburb) 


in Canada: Crane Packing C 


~~ 


Rarer | 


AP PING MACHINE wREAD COMPOUN 


Ltd.. Hamilton, Ont 


OFFICES IN ALL PRINCIPAL CIFTIEe @ 
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FISKE’S 231 —y 
DIE CASTING COMPOUND 


FOR CLEANER ZINC AND 
ALUMINUM CASTINGS 


Does not fume, flash nor give off offensive odors. Reduces sol- 
dering to a minimum. Produces clean, smooth pieces free from 
surface imperfections and discolorations. Makes stronger cast- 


ings and increases die life. 


Bulletins describing Fiske's 231 Die Casting | “ » 
j 


Compound and other specialty lubricants and 
coolants sent on request. 


Since 1870 


FISKE BROTHERS REFINING CO, 


129D Lockwood Street, Newark 5, N. J 
Plants: Newark 5, N. J. and Toledo 5, Ohio 
For more information circle No. 58 on the Reader Service Card 
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METAL WORKING 
LUBRICANTS 





CAST-MASTER EXPANDS 
Cast-Master, Inc., has broken 
ground to add 30,000 square feet 
of manufacturing space to its 
plant. This addition follows a sim- 
ilar plant expansion program of 
36,000 square feet completed last 
year. The current expansion per- 
mits Cast-Master’s entry into the 
injection molding field and broad- 
ened service to its customers in 
the die casting industry. 
Expansion plans call for the 
installation of additional new ma- 
chine tools, including Model BL 
Keller and an 8’ x 12’ boring mill 
with duplicating attachments to 


make available outstanding facili- 
ties for accurate production of 
the largest machine parts and 
die casting molds 


A pioneer in the development 


and improvement of equipment 
and techniques for die casting, 
Cast-Master builds all types of 
die casting machines from small, 
high-speed units to the Model 
70-A, 1200 ton machine. The lat- 
ter 
chine with sufficient capacity to 
produce some of the larger cast- 
ings now demanded by the in- 
dustry and even larger castings 
are being designed. 


is the only commercial ma- 





mo miracles... 

not the impossible... 
just cood 

die castings 


The entire Pressure Castings plant is geared for the precision pro- 
duction of zinc and aluminum die castings—competitive in cost, 
high in quality. Large, medium and small die casting users can 
benefit from the advantages of buying ‘‘die castings from Pressure.” 


@) PRESSURE CASTINGS, INC. 


ZINC AND ALUMINUM DIE CASTINGS 


21500 St. Clair Avenue 


° Cleveland 19, Ohio 


Pe a ee 
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OPPORTUNITIES 


jobs & equipment 





Opportunities rates: $20 for 
the first column-inch: $15 for 
each additional column-inch 
payable in advance. To answer 
box number advertisements, 
address responses to the box 
at Precision Metal Molding, 
812 Huron Rd., Cleveland 15, 
Ohio. Closing date: Ist day of 
month preceding publication. 

















| POSITIONS OPEN 





DIE ESTIMATOR—Must be thoroughly 
familiar with pressure casting die design 
for zinc and aluminum. Would have 
complete responsibility for the design 
and construction of Die Casting dies as 
well as estimating die and product cost 
in Commercial Jobbing Department of 
modern new plant in Central Pennsy!l- 
vania. Top salary and benefits. Veeder 
Root Inc., P. O. Box 1591, Altoona 
Pennsylvania. 


MANUFACTURERS AGENT WANTED— 
New England permanent mold die cast- 
ing zinc, magnesium and aluminum 
Complete tool and die facilities. All 
secondary operations including electro 
and vacuum plating plant. Most terri 
tories open. Compatible lines would be 
an asset. Write: R. L. Dagna, 15 Hol 
man Blvd., Hicksville, N. Y 





| EQUIPMENT 





ESTABLISHED MANUFACTURER 
WOULD LIKE TO PURCHASE A SMALL 
OR MEDIUM SIZE DIE COMPANY. 
WITH, OR WITHOUT, PRESENT MAN- 
AGEMENT. PREFER MIDWEST LOCA. 
TION. Box No. 12457. 


FOR SALE—Complete die-casting plant 
Consisting of die-casting machines, melt- 
ing pots, equipment, dies, moulds, tum- 
bling barrels, painting booths and pres- 
sure tanks, conveyors, presses, special 
process machinery, fixtures, special mask- 
ing equipment, and benches, inventory, 
international sales organizaton, toy ac- 
counts, and registered trade name. 
These were used to produce the nation- 
ally known and accepted line of zinc die- 
cast Goodee Toys, retailing at 10¢ and 
29c. This line is for sale because we re- 
quire the factory space for the expansion 
of our Swiss Screw machine facilities. Will 
sell for 25% of cost. Will sell all or part 
Principal die-casting equipment consists 
of 2—LESTER PHOENIX HPIZ mo- 
chines, new in Sept. 1954 and Feb. 1955. 
These are in absolutely perfect condition 
They are complete with spare parts and 
all controls. Also !—Automatic CON- 
VERSION DCMT with automatic control 
box. Everything can be inspected. 
Excel Products Co., Inc., 700 Codwise 
Ave., New Brunswick, N.J., Phone 
CHarter 9-6600. 





INDEX OF ADVERTISERS: JANUARY, 1958 


A e Eclipse Fuel Engineering C 


A.B.C. Die Casting Machine Co Cannon-Muskegon Corp Engineered Precision Casting C 


ACF Industries. In Engis Equipment Cc 


Cast-Master, Inc 


Acheson Colloids Co Celanese Corp. of America 


Advance Pressure Castings, Inc Centrifugal Casting Supply Co 


Ainsworth-Precision Casting Co Inc c Certified Alloys Co 
is ner > S 
Ajax Engineering Corp Chicago Rubber Co ‘ a er Metal Spe 
: A Feder ost Co 
Allegheny-Ludium Stee! Corp Chicago White Metal Casting, In ederal Die Casting 
Federal Press Co., The 


Alliance Special Products Div., Inc Cleveland Automatic Machine C 


| Fiore, Wm. M., In 
Allied Research Products, In Comet Metal Products, Inc ™ 


! l Fisk Brothers Refinina Cc 
Alloys & Chemicals Mfg. Co Consolidated’ Mining & Smelting Co ske B ° . 3 


Aimco Div., Queen Stove Works, In Canada Ltd 
Aluminum Smelting & Refining Co Cover | Crane Packing Co 


American Die Casting Institute, Inc Crucible Stee! Co. of America 
Special Cast Products Division 


Crucible Steel Co. of America 
Too! Stee! Division 


American Die Casting Machinery Co 
American Metal Co., Ltd., The 
American Zinc Sales Co 
Apex Smelting Co 
Arwood Precision Casting Corp 4 ad 
Atlant Chemicals & Metals Co 133 DCMT Sales Corp., Div. of 
British Industries 
Atlas Press Cc Damen Too! & Engineering C 
Atols Too! & Mold Corp Detroit Mold Engineering Cc 
w.c. 0 n & Co., In 
Dodge Stee! C 
Dollin Corr 
B & T Machinery Co 


Badger Die Casting Corp E 


Eastern Casting Corp., Div., Eastern 
Buffalo Metal Container Corp The ] Malleable Iron Co 


British Industries Corp 


DIE FOR DIE ; 
AND 
» MOLD MAKING 
PRECISION 
FITTING 
TOOL 
MAINTENANCE 


Complete Engineering and Tool 


Room Facilities ~ | —. a ” 

rides gee wot ond Se THE DE Drorier 
Damen adheres to the highest . 

standards of workmanship and me- Flexible Shaft RECIPROCATING TOOL 


chanical skills for the building of 
quality Molds and Dies. Fast, accurate, versatile 


Modern Duplicating Equipment for _ For grinding, filing, scrap- 
Duplicating Models or Plaster ing, honing, lapping, polish- 


Castings. We can machine mold ing — the Di-Profiler saves ANY CONTOUR 
bases up to 24" x 36". hours of tedious hand labor or FINISH 


— especially on intricate, de- accessories 


for 


r : ] tailed, hard-to-get-at jobs biaiicalii 
sores * Driven by flexible shaft, the denand Mee 
—— ma oe am machine is light, sturdy, free discs, points 

a 4 from vibration. The speed of 

reciprocation is controlled by 

foot rheostat and can be var- scrapers, laps, 

ied from 0 to 100 strokes per hones and 

Send your designs or samples to us for prompt quotation second; the length of stroke is T-C cutters 


adjustable from 0 to \4-inch. 


4621-27 N. OLCOTT AVE Write for Free Demonstration or Illustrated Price List DV-18 
AM E N jpele)s HARWOOD HEIGHTS, ILL 
2 , A CHICAGO. SUBURB EQUIPMENT COMPANY 
& Engineering Co. INC. f prone: uNdernitt 7-0111 E & Gl 431 S$. Dearborn St., Chicago 5, Ill. 
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-~ and wheels 


Our Newly Enlarged Facilities 
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N Richards Tool & Mold Co 
Roto-Finish, In 
Indussa Corporation 7 
P National-U.S. Radiator Corp 
International Minerals & Metals Cor¢ Sinsile Metals 
Neilson Cher 
New E 
J 
St. Joseph Lead C 
Johnson Machine & Press Corp Spincraft, Inc 
Stokes Corp., F. J 
Stroh Die Casting Co., Inc 
Stroman Furnace & Engineering Co 
Kux Machine Co 52 Syracuse Die Casting & Mfg. Co 
Oakite Products Syracuse Special Machine C 
Ohio Precision Castings Inc 


Latrobe Die Casting Co 
: Tennessee Industrial & Agricultural 
Lester-Phoenix, Inc D a 
: ‘ Penaberh Corp evelopment Commission 
Lindberg Engineering Co —_— . 
Litemetal Dicast, Inc Paramount Die Casting Co Twin City Die Castinas C 
Parker White Meta! Co y 9g 


Turco Products, Inc 


Peerless Gear & Machine Co., Inc 
Pierce-Waller Co 


U 


Pressure Castings, Inc 
Prex Corporation 
st . on United International Research Corp 
Midland Die & Engraving Div 
United Refining & Smelting Co 


Madison-Kipp Corp 
Martin Grinding & Machine Works, Inc 
Marvel Engineering Co 
Midland Die & Engineering Div 
Prex Corp 
Milwaukee Die Casting Co 
Monarch Aluminum Mfg. Co Reed-Prentice Corp Wagner Bros., The 
Mt. Vernon Die Casting Co Republic Stee! Corp Westbrook Mfg. Co 














Bee 
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If it’s quality you’re after, 
call ( Hoover Va 


When you buy a quality product you ity aluminum and zine alloy die cast- 


want to be sure you get what you ings. Our quality-control program is 
paid for. That’s why so many of — second to none. Why not let one of 
America’s leading manufacturers buy our Sales Engineers tell you about us? 
[p> from Hoover. We're specialists in qual- A phone call or letter will bring him. 
+ J THE HOOVER COMPANY, Die Casting Division, North Canton, Ohio Die Casting specialists since 1922 A 


In Canada — Hamilton, Ontario 


DIE CASTING » HOOVER 
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PRODUCTS 





ALUMINUM ALLOYS 


— 


‘- 
4 - , A pr ictic il. workl 


product to meet then ese are the standards 


Apex Ingot is made he reason why Foundryinen and Die Casters 


everywhere say, “It’s best in every test from Ingot to Casting! 
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APEX SMELTING COMPANY 


Research leadership back of every Ingot 
CHICAGO CLEVELAND LOS ANGELES 


SPRINGFIELD, OREGON (NATIONAL METALLURGICAL CORP.) 





